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Every day, more leading foundries are using Purite regu- 6. Purite is 100% pure fused soda ash — you do not pay quar 
larly to cut casting losses and increase production of finished for inert materials. the-c 


work. In these foundries, the use of Purite is standard op- 
erational procedure in every cupola charge. In the ladle 
too, Purite helps keep production high. 

For over 30 years, Purite has been the choice of leading 
foundries everywhere. Here’s why: 


1. Purite produces a higher percentage of finished cast- 
ings per ton of metal poured. 


2. Purite gives 100% fluxing actionin the cupola—100% 
desulphurizing action in the ladle. 


3. Purite gets to all the iron quicker. 


4. Purite is time-tested and proven for unsurpassed de- 
sulphurizing uniformity. 


5. Purite comes in 2-lb. pigs—no weighing or measuring 
required. 






INDUSTRY, AGRICULTURE A 


7. Purite does not crumble — no waste — no dust. 


8. Purite can be shipped in bulk carloads at substantial 
savings over bag shipments —is easily stored withou! 
deterioration. 


Purite, the scientific flux for better melting and cleane! 
iron, 1s sold by all leading foundry supply houses in th 
United States and Canada. Mathieson Chemical Corpora 
tion, Baltimore 3, Maryland. 








ita 


At the 

tO det - 
8 obtai 
in de e 








HEALTH 








Se Ge 





















+ SER AE eee on heedlt Sg Big > 2 


ay 


ial 


Du! 


ner 


tht 





FOR FASTER, EASIER, 
LOWER COST FINISHING 
OF GRAY IRON CASTINGS 





‘NISILOY” 


(NICKEL-SILICON-ALLOY) | 





@ WHAT IT IS 


“NISILOY” is an inoculant with positive 
graphitizing power. It contains about 60° 
nickel, 30% silicon, balance essentially iron. 





: . Photo of 1” chill test bars show advantages of Nisiloy. In each pair, wedge 
Its remarkably low melting point of 1800° F. on left is white, and was cast without Nisiloy. Right hand wedges used pro- 
é ey Sa es <r ee ze gressively 1 to 144% Nisiloy. Notice complete elimination of hard white 

and relatively high specific grav ity Causes 1€ CO iron On specimen at extreme right. 


dissolve quickly in liquid iron. 


® WHAT IT DOES 


“NISILOY” improves machinability . . . it pro- 
vides a dense, gray, easy-to-machine structure J — 
that reduces machine shop costs. Use of 1% Nisiloy in these cylinder castings eliminated machining 


troubles from hard spots in light sections, raised output, reduced rejects 
and cut final costs. 





® HOW TO USE IT 


“NISILOY” is simply added to the ladle. Additions 

of from .25 per cent to 1.00 per cent usually prove 

sufficient for structure control. Improve quality and 

quantity of your output. Get full information... mail 

the coupon now, pg ere potent gar timer ag 
p 


ee ee ee rE om form close-grained microstructure in these bonnets, slide valves 
and bushing. 





Nisiloy ve you control properties of gray iron for casting parts 


SS | | SE A A A A AS A a A A a GES Gu See GOL |G 
\ THE INTERNATIONAL NICKEL COMPANY, INC. 
1 Dept. 20, 67 Wall Street, New York 5, N. Y. 















Please send me your booklet entitled, 


> EMBLEM OF SERVICE < Piease: som , — 
NISILOY for GRAY IRON CASTINGS. 
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\t the present time, the bulk of the nickel produced is being diverted 
defense. Through application to the appropriate authorities, nickel 
biainable for the production of engineering alloys for many end uses 

n defense and defense-supporting industries. 
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Used primarily as an admix to molding and core sands, 
GREEN BOND is unexcelled in its ability to develop and 
control green bond strength. Tests show that it has from 
six to ten times the bond strength of the clays found in 
most natural molding sands. It produces high green and 
dry strength in sharp sands even when comprising but 12% 
to %4% of the entire mixture, yet molds disintegrate 
readily at the shakeout. GREEN BOND coats the individual 
grains of sand as completely as core oils coat core sands, 
therefore does not clog the voids. Bond is thus established 
at the points of contact of the grains and the sand is left 
properly porous and permeable. 

There are many other advantages connected with the use 
of GREEN BOND which, of course, you'll never obtain 
unless you try it. 


FEDERAL 7ze FEDERAL FOUNDRY SUPPLY Gomsany FEDERAI| 


4600 EAST 71st STREET, CLEVELAND 5, OHIO 


. CROWN HILL, W. VA. * CHICAGO - CHATTANOOGA »* DETROIT - MILWAUKEE - NEW YORK «= RICHMOND” ST. LOUIS - LOS ANGELES « UPTON, WYO. 
: ~ Wisner & Co.. Inc., Commerce Sta. Box 71, Minneapolis 15, Minn. © Pacific Graphite Works, Los Angeles and Oakland, Calif ¥ - 





¥ Van Waters & Rogers, Inc., Portland, Ore.; Seattle ond Spokane, Wash 


CANADA—Overscas Commodities Lid., 2845 Grandview Hgy., Vancouver, B.C. © T. D. Barnes, 59 Sun Life Bidg., Hamilton, Ont. ¢ Newman Foundry Supply, 
Ltd., 643 St. Paul St. W.. Montreal, Que. European Concessionaires: The District Chemical Company, Ltd., 1-19 New Oxford St., London W. C. 1, England. 
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Inspecting precision trans- 
mission housing for a U.S. 
Army Ordnance vehicle. 
37 cores are used to pro- 
duce this “Quality” giant 
which is cast in a dry 


sand mold 














SEND FOR FREE BOOKLET 
ON 700 SERIES LINOIL 
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/* ONE GOOD REASON WHY 
ALUMINUM CASTING CO. 
LIVES UP TO ITS NAME 


Hard-to-make castings held to close tolerances are a specialty 





of Quality Aluminum Casting Co., Waukesha, Wisconsin. 


Core work in many of the castings is highly intricate. This 
transmission housing, for example, takes 37 different cores; 
some large, some tiny, all important. A few cores are so 


located that adequate venting is a problem. 


Quality Aluminum expects each casting to be sound and 
accurate, leaves nothing to chance to insure this. One step 
is to make up a set of plaster cores for checking the fit of 
individual pieces. Another is to specify LINOIL for the entire 


job .. . and every other job as well. 


LINOIL is used at Quality for two reasons: first, they find 
it flexible enough to fit into any core job, from large mold 
sections to delicate interior cores. And second, they’ve used 
LINOIL for over thirty years—know from experience that it 


is a constant factor in their production. 


Your LINOIL representative will be happy to demonstrate 


Setting cores in the mold for the casting of LINOIL in your foundry. Ask him the next time he calls. 
a large impeller. Because fins in the casting ¢ ‘ 


are extremely thin, the utmost care must be 


exercised in the core room. bs 


” When there’s a , switch to LINOIL! 
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Jobbing Foundries! 





How ROTOBLAST works for you: 


SAVES LABOR with push-button operation 
SAVES SPACE because machines are compact 
SAVES TIME by cleaning more loads per day 
SAVES POWER since no compressor is needec/ 
SAVES TOOLS because all scale is removed | 











ROTOBLAST Table-Room 
cleans the entire output of General 
Foundries in 40% less time than 
previous method and practically 
eliminates breakage of delicate 


castings 








per year 


Champion Blower & 
Forge Co. finds its Pangborn 
ROTOBLAST Table-Room 
cleans better, saves labor 





costs, reduces cleaning time 
and cuts repair costs in half! 








Install a Pangborn ROTOBLAST Table-Room! 


rederf 





| | > $/1,102 } 
ERE are actual figures showing money saved in one Pe aved : 


j per yeor 
rear by jobbing ‘ies when a Pangb ROTo- . 
year by jobbing foundries when a Pangborn ROTO incsiiaiiis sila 


A BLAST LK Table-Room was put to work: Champion where this before-and-after 
4 eee : eee ne cs al ] q picture was taken, reports: 
Blower & Forge Co., Lancaster, Pa., saved $5,452 on A} "ROTOBLAST gets hard-to- 


labor and maintenance. A $150 per day reduction in clean castings really clean 
: q . cleaning time cut 872% 
reakage plus labor savings netted General Foundries, fe . . . Costs reduced 55%.” 

Milwaukee, Wis., a total of $40,944! Lewiston Foundry, 


Lewiston, Pa., saved $11,102 on labor alone! In each case, 





just one LK Table-Room was responsible! 


Hard to believe? We've got the facts! And we’re ready 
to show you how Pangborn ROTOBLAST Table- Rooms set 
new records for low-cost, high-quality blast cleaning. From 
small castings of any shape, up to heavy castings of 5000 
lbs., five feet long, thirty inches high, Pangborn Table- 


Rooms clean faster, better and cheaper! 


And remember: there’s a modern ROTOBLAST unit to do 
1 better job at far lower cost, no matter what you clean 
—large or small castings, fragile or intricate castings, or 

y combination. Write for details. Ask for Bulletin No. 
221 (Table-Rooms) or No. 214 (all ROTOBLAST equip- 

nt). Address: PANGBORN CORPORATION, 1400 Pangborn 
Bivd., Hagerstown, Md. 


Look to Pangborn for the 
OVER 28,000 PANGBORN MACHINES SERVING INDUSTRY latest developments in Blast Cleaning 


and Dust Control equipment 








BLAST CLEANS 
CHEAPER with the right 


equipment for every job 












UNIVERSAL flask pins and 
bushings are typical of the 
quality products that have 
helped to build Universal’s 
Frankenmuth plant 


Universal Flask Pins and Bushings are heat- 
treated and precision ground from finest 
quality steels. They will save you precious 
minutes of production time by assuring instant, 
accurate alignment of cope and drag. Universal 
Flask Pins and Bushings will give you long, 
satisfactory service and they will stand up under 
extremely rough treatment, thus saving you the 
additional cost and down-time that replacement 
always requires. Universal Flask Pins and Bush- 
ings are typical of the quality products being 
produced at the big, modern plant of the 
Universal Engineering Company in 


Frankenmuth, Michigan 


FRANKENMUTH 4, MICHIGAN 


UNIVERSAL ENGINEERING COMPANY 
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Elongated Flask Bushing 








Shoulder Flask Pin 





hen 
the 

can 
poli 
be 





Round Flask Bushing 
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prositem: Armor plate for eyes 










ropiem: A hemoglobin laboratory 
for use at patient’s bedside 








ANSWER: If you dropped steel balls on 


your glasses, they'd shatter in dangerous 






splinters. AO safety-goggle lenses won’t 
splinter. Scientists at American Optical 
devised a heat treatment that makes glass 








manv times as strong, eves safer, 







NSWER: Today, a physician need not send blood samples to a laboratory for 
hemoglobin analysis and delay diagnosis. Within 3 minutes, he can reac: 








the answer in the Hb-Meter. This meter is so fast that a patient's condition 
in be watched during treatment. Heart of the instrument is an accurately 


lished glass wedge, graded in color, against which the blood sample can 
1atched. The Hb-Meter is a creation of American Optical Company. 


I 
} 
1 
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PROBLEM: LO keep movie film 
from catching fire 














Left, AO heat-absorbing glass prevents fire. This glass, 






' a 26 : 6 : Right, film shielded by ordinary glass catches fire 
\ / mel 1¢@an ptical ANSWER: Rig Im shielded by ordinary ala tcl fire. 


deve loped for floods and projectors absorbs 90° of heat 









from projected light, passes movie-film color in true values. 
Write us about vour development problems American 
? Optical Company, 68 Vision Park, Southbridge, Mass. 
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geTen years ago an Eastern founary 


tried and discarded four different 
types of conveyor belting. Extreme- 
ly hot core sand made. replace- 
ments frequent and expensive. An 
Imperial Belting engineer analyzed 
the operating conditions and rec- 
ommended Imperial’s INSULATED 
SAHARA, a belting manufactured 
especially for carrying hot, abra 
sive materials. Insulated SAHARA 
outlasted all belts previously tried 
by 2 to 1. Since 1989 no other 
brand of belting has been used. 


Unexcelled for Hot Materials 


Made of 37': ounce tight woven 
duck combined with asbestos and 
special insulating material and 
then impregnated. Insulated Sa 
hara handles materials from 300 
F. to 450° F.; Super-Insulated Sa- 
hara, from 450° F. to 600° F. Im 
perial’s double-stitched, Inner- 


Locked construction positively pre- 


vents ply separation 


Write for Data Sheet 47-8 and prices. 
IMPERIAL BELTING CO. 


1755 S. Kilbourn Ave., Chicago 23, fli 











INNER-LOCKED 


BELTING 


Engineered Belting— 
The Right Belt for Each Job 








With the EDITORS 


HREE Years: Editorial 
comment in this issue on the 60th 
founding of this 
subdued 


Score 


anniversary of the 
publication is much 
than was the case at the time of our 
10th and 50th birthdays. Back in 
1932, a four-page insert reproduced a 
photograph of John A. Penton, our 
founder, and three pages from the 
first issue dated September, 1892. 
Then for 12 issues, special articles 
were presented which reviewed the 
happenings during various periods in 
the life of FOUNDRY. In 1942, we 
stopped long enough in our reporting 
war to do an 


more 


of preparations for 
editorial spread on the golden anni- 
versary. In 1952, the cover and one 
editorial page ‘‘Mark 60 Years of 
Service to a Basic Industry.” Never- 
theless, the folks on FOUNDRY 
back with a great deal of pride and 
with considerable pleasant 
anticipation. 


look 
forward 


oO 
Many Friends: It is doubtful if Mr. 
had any back in 1892 
that the magazine he about to 
launch would continue to grow as 
both the servant and champion of the 
industry for so many decades. Early 
that year, and just 


Penton idea 


was 


in September of 
before the first issue appeared, he 
wrote to a friend, ‘‘While it is a huge 
and responsible task for a young man 
Without capital, yet I have what very 
few’ men in the foundry business 
possess, and that is alarge number of 
friends in various parts of the coun- 
try who, I am sure, will help all they 
While 


indi- 


make it a success.” 
that 
cated the young man continued to be 
time, he did 


ready 


can to 
‘orrespondence followed 
low in capital for some 


find friends who were 


and willing to prepare articles, send 


many 


in news items, subscribe or advertise. 
And all through the years, FOUNDRY 
with many, many 


friends among castings producers and 


has been blessed 


allied industries. 


Le) 
A Welcomed Challenge: Age for a 
publication need not have the same 
connotation as for individuals. Many 


publications seem to acquire the se- 


cret of perpetual youth and vigor, a 
reflection perhaps of the vitality 
of the passing parade of men 
and women who edit the maga- 
Ziae and serve on its’ business 
staff. From the beginning under Mr 


Penton, down through the ye 
many have contributed of their 
ents, and the future will find m 
others equally enthused with 
prospect of carrying the torch for t 
development of the casting indust 
Because we believe so thoroughl) 
the importance of castings in ou 
scheme of civilization, the challeng: 
of the future in continuing to serv: 
the foundry industry is most inviting 
O 

Special Position: The slight paus: 
to mark the passing of another de 
ade in the life of this publication 
gives staff members an excuse to i! 


dulge in the interesting pastime 


THE FOUNDRY 


TIN TRUMPETS. | 


T ' 





Foundry Supplies. 


Molding Sand = 





CONNELLSVILLE COKE 
Foundry Facings, Plumbago, — 


CUPOLA BLOcCHS 


w= FIRE BRICK AND CLAY ~” 


F. B. STEVENS, 


Warehoass, | and () Atwater St. Office, 14 Grisweid S 


going back over past issues. We ar 
quite fortunate in having a complet 
file from Vol. I, No. 1 to the present 
time in the editorial office. Thes: 
pleasant glimpses into the past al- 
ways develop some interesting infor- 
mation on the industry and the publi 
cation. For example, we have bee! 
impressed with the fact that one ad- 
vertiser appearing in the first 
has occupied one special position for 
a greater number of issues than an) 
other. An advertisement of Frederi 
B. Stevens Inc., Detroit, appeared on 
the inside back cover of the first 
issue in September, 1892, and 

the exception of the period from July, 
1895 to August, 1908, has appeared in 
every issue of FOUNDRY in that posi- 
During the time that the 
Stevens advertisement was absent 
from the inside back cover, it ap- 

‘Concluded on page 12) 


issut 


with 


tron. 
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MELTING 





ONLY CRUCIBLE 
MELTING GIVES 
THE CLOSE CONTROL 
OF FURNACE 
ATMOSPHERE 
SO ESSENTIAL 
TO MEET MODERN 
METALLURGICAL 
REQUIREMENTS. 





Photograph courtesy The Campbell Hausfeld Co., Harrison, 
Ohio. Installation E. W. Bliss, Brooklyn, N. Y. 


“The best melt qualities were obtained by exposing the 
melt to oxidation’”’—fourth A.F.S. Foundation Lecture, 1946. 


Such conditions or other desirable melting requirements 


can be met best with Crucible furnaces. 





CRUCIBLE MANUFACTURERS ASSOCIATION 


27 WILLIAM STREET, NEW YORK 5, N. Y. 





THESE FIRMS CAN TAKE CARE OF ALL 
YOUR REQUIREMENTS FOR CRUCIBLE MELTING 








LAVA CRUCIBLE- AMERICAN REFRACTORIES & JOSEPH DIXON 
REFRACTORIES CO. CRUCIBLE CORPORATION CRUCIBLE CO. 
VESUVIUS ELECTRO REFRACTORIES ROSS-TACONY 


CRUCIBLE CO. & ABRASIVES CO. CRUCIBLE CO. 
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Top production m stor’ 
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SIMONDS 


ABRASIVE CO. 


Grinding Wheels 





More production per grinding wheel dollar! 
That’s what’s in store for YOU .. 
Simonds Abrasive Company’s distributor’s. 
He is part of Simonds distributor network 
reaching every major industrial center in 
the country. He knows your grinding opera- 
tions and carries the wheels that meet your 


needs for speed, economy and top productive 


efficiency. And even if your jobs are highh 
specialized requiring spec! | whee 5; he'll 
arrange to nave a Simonds en rineer Irvey 


your operations. No cost to 


Le tus send you the nam Raine ir Slmmonds 
; 4] . 
distributor, together with our grinding whee! 


lata book. Write 


SIMONDS 


yt your ABE SNE 5 





jor the Grinding Department 





SIMONDS ABRASIVE CO., PHILADELPHIA 37, PA. BRANCH WAREHOUSES: CHICAGO, DETROIT, BOSTON 


DISTRIBUTORS IN PRINCIPAL CITIES 





Division of Simonds Saw and Steel ( Fitchburg Mas 


Ltd., Arvida 


Other Simonds Companies: Simonds Steel Mills, Lock- 


port, N. Y.. Simonds Canada Saw Co., Ltd., Montreal, Que. and Simonds Canada Abrasive Co Que 


(Concluded from page 10) 
peared in the regular run of paper in 
most issues. The accompanying illus- 
tration shows the Stevens advertise- 
ment in the first issue. FOUNDRY is 
proud to have had the opportunity ot 
working for the Stevens organization 
in the merchandising of its products, 
all of these years, and we have en- 
joyed greatly doing business with the 
late Frederic B. Stevens, the founder 
of that company, and with W. J. Cluff, 
who succeeded Mr. Stevens as presi- 
dent and continues to guide the prog- 
ress of that organization. 


= 


Hole In One: Dud Walker, man- 
aging director of the Eberhard Mfg. 
Co. Division of Eastern Malleable 
Iron Co., Cleveland, became the mem- 
ber of one of the most exclusive clubs 





of America when he shot a hole-in- 
one during the Malleable Founders’ 
Society golf tournament at the Home- 
stead. The illustration, taken by Bill 


Kennedy of Grinnell Co., shows 
Thomas A. Scanlon, Eastern Cast- 
ings Division; Dud Walker; Charles 
M. Brennan Jr., New Haven Malle- 
able Iron Co., and William T. Cole, 
Canton Malleable Iron Co. just before 
the famous game. 

Honored: During the recent ASTM 
Fiftieth Anniversary convention in 
New York, Jerry Kanter, directing 
Engineering Laboratories, 
Crane Co., Chicago, was given an 


engineer, 


Award of Merit in recognition of his 
“consistent and constructive work in 
standards and research over many 
years.” He has served on Commit 
tee A-1 on Steel, and en other con 
mittees in the ferrous and nonferrou 
metals fields. Congratulations, Je) 
on a recognition richly deserv: 


Back to Work: As this !s writt 
several of the staff members ha 
returned from vacations, three at 

ijoying the relief from the dail! 


erind, and the editor plans to leave 
in another week for a rest at a lak 
in northern Indiana. All of us wil 
be back and ready to attend thé 
nany foundry meetings scheduled fo? 
the fall season. We will be seeing 


you. BGS 


FOUNDR! 





































Courtesy of DeBeers 
Consolidated Mines, Ltd. 


FERRO-SILIGON - 50 -65-75- 85-90% 


LOW CARBON FERRO-CHROME SILICON hie 


SPECIAL BLOCKING 50% FERRO-SILICON 
FERRO-MANGANESE 
HIGH CARBON FERRO-CHROME 
BOROSIL SIMANAL 
BRIQUETS 
SILICON 3 MANGANESE + CHROME 
SILICO-MANGANESE 


SALES AGENTS AND WAREHOUSES: 


Inc., Oakland 8, California. 

LOS ANGELES AREA—Snyder Foundry Supply Company, 
Los Angeles I1, California. 

MINNEAPOLIS AREA — Foundry Supply Company, 
Minneapolis, Minnesota. 

DENVER, COLORADO—Metal Goods Corporation. 

CANADA—Overseas Commodities, Ltd., Vancouver, B. C, 

MEXICO—CIA. Proveedora de Industrias, S. A. Mexico, 
6, D. F., Mexico. 


SALES AGENTS, NO WAREHOUSES: 


NORTHWEST AREA—E. A. Wilcox Company, Arctic 
Building, Seattle 4, Washington; Phone Mutual 1468. 
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SAN FRANCISCO AREA — Pacific Graphite Company, 


eye for quality. ... nothing but the 


finest Is ever 
acceptable 


Fe LU 
(CO WO y COM ~_) bboy J 
Ce ere Or (R) Aa FR VON 


has, for the past quarter century, 
offered the iron and steel industry 
the best obtainable Ferro-Alloys. 


Immediate delivery. Inquiries are 





invited. 





Opie fu Ly Corporation 


lio 


Pittsburgh Tacoma Seattle 
San Francisco —_ Los Angeles 


A 


Chicago Detroit 
Minneapolis Birmingham 


BIRMINGHAM DISTRICT—Schuler Equipment Company, First 
National Building, Birmingham, Alabama. 








V ROTO-CLONE Hydro- 


yw with double impeller. 


Inset: Cross section of Tyne 


atic precipitatl 


ROTO-CLONE ((/lécts 
-, AMproves worke 


Fine dust from portable or flexible 
shaft grinding can seriously affect 
production, If uncontrolled. the fine 
particles produced by these opera- 
tions remain suspended over long 
periods, and in many instances create 
a visible fog of floating dust. Such a 
condition reduces both operator efl- 


ciency and unit production. 

American Radiator and Standard 
Sanitary Corporation eliminates this 
dust problem from their workrooms 


with AAF Type VN *ROTO-CLONES. 


tient Aix Litter 


COMPANY, 


Standard 


Type N ROTO-CIONE exhausts fine dust from portable grinding operation at the American- 


ne grine 
r effic 


plant in Louisville, 





‘hese versatile Aydro-static precipt- 
tators efliciently exhaust. separate and 
store dust in one compact unit. The 
exclusive design of the Tvpe N 
ROTO-CLONE also provides uni- 
form air delivery and assures sufh- 
cient air flow at hoods and unvary- 
ing velocities in ducts and branch 
pipes at all times. 

Here’s another big plus! The ROTO- 
CLONE’s high efficiency allows recir- 


culation of cleaned air back to work- 


INC. 


266 Central Avenue, Louisville 8, Kentucky 


American Air Filter of Canada, Ltd., Montreal, P.Q. ¢ Pacific Division Office, San Francisco, Cal. 


14 


todays best buy is better air! 


ng dus 
ency 


ing areas, thereby saving heat loss. 











To improve efficiency on grinding 
bufling or similar operations investi 
gate the complete line of ROTO 
CLONE dust Call 
nearby AAF representative or write 
direct to us for Engineering Bulleti: 


No. 277-A. 


*ROTO-CLONE is the 
U.S. Pat. Off.) of the American Air Filt 


collectors. youl 


Company. Inc., for various dust collector 


of the dynamic precipitator and hydrostat 


7 


precipitator types. 


FOUNDRY 


ee 





trademark (Reg. 














lea 














SHELL MOLDING 


with BAKELITE Phenolic Resins 
offers 2-way benefits 


Shell Molding can help you set new production records. Your custom- 
ers, the users of ferrous and non-ferrous castings, profit too. The process 
utilizes smooth, lightweight, thin shell molds made of fine-grained sands 
bonded with BAKELITE Phenolic Resins. Here are some of its many 


advantages: 


How Foundries Benefit: How Users Benefit: 


@ More good castings per ton of metal @ Castings have almost pattern-smooth 


poured. surfaces. 


@ Finished molds can be stored until e@ Pieces are cast to closer finished di- 
mensions—tolerances as close as .0O3 


to .0U5 inches per inch. 


need ed . 


e Ninety to ninety-five per cent less 
sand is used. e Higher percentage of sound, uni- 


. form castings means fewer rejects. 
® Molds are easily handled and moved r 5 ; } 








BAKELITE 


TRADE-MARK 


PHENOLIC BONDING 
RESINS 


/a\_ 
ranot LOO) mane 


BAKELITE COMPANY 


A Division of 
Union Carbide and Carbon Corporation 
UCC. 
30 East 42nd Street, New York 17, N. Y. 


In Canada: 





about. e@ Better detail minimizes machining Bakelite Company (Coneda) itd.. Belleville, Ont. 
2 E ns ua c operations. 
@ Laborious surface finishing of cast- - 
: : Data courtesy Walworth Company, New York 2Aner,, 
ings is reduced. 17,N. ¥. ten! 
a al 
nea ceased ee ee en a 


BAKELITE COMPANY, Dept. EF-29. 
A Division of Union Carbide and Carbon Corporation 
| 30 East 42nd Street, New York 17, N. Y. 


j 


Please mail my free copy of the Booklet C-8, ‘BAKELITE Phenolic Resins for 


Learn More About This Process Now: Mail The Coupon Today! 


the Shell Molding Process.’’ 


ec 





| Name 
Company sea ee 


| Street partes 3 


Seotember 1952 


_City Zone eT See 














for perfect mold drying 


COLEMAN OVENS 


>) 


~~ 





























Coleman Car Type Mold Ovens in foundry of large engine manufacturer MAN OVENS offer all 
Only pet advantages: ™ 
AND BAKIN 
@ Coleman Car Type Mold Ovens dry molds with @ PERFECT asin and tit 
the speed and uniformity required for increased produc- eliminate a vake-overs and rele 
tion of quality, true-to-pattern castings in dry sand. Perfect RoDUCTION ~ 
drying eliminates mold and casting scrappage, saves + efficient Us® 


valuable materials, time, and manpower. 


Coleman Car Type Core Ovens, for large, heavy core 
work, are the acknowledged leaders in dependable, eco- 
nomical performance...used by leading foundries in 


every class of heavy castings production. 
mag PLETE EAS Cg OEP ae mee * *-* 
Coleman Oven Cars are equipped with specially designed 


roller bearings to carry maximum loads under the severe 
conditions of foundry oven service. Motorized car haulage 
equipment can be furnished. Write for Bulletin 48 










_ THE FOUNDRY EQUIPMENT COMPANY 


WORLD'S OLDEST AND LARGEST FOUNDRY OVEN SPECIALISTS 
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new, powdered resin developed especially 


¥ 








designed for high speed production 


¢ Rapid investment ¢ Excellent fidelity to pattern Clip 
this con- 

. e entent 

¢ Uniform cure e Clean finish snaamee 
your letterhead 

¢ Increased strength ¢ No peel or fall-back peiernagiess thoi 


of R-146 or the ser- 
vices of Barrett Field 


Engineers. 


:* Please send me a sam- 
ple of Barrett's new resin 
R-146—designed for high speed 


production of shell molds 


Please have one of Barrett's Field 
Service Engineers call to discuss appli 


cations of shell molding in our operation 





Vame sre sesh SRN — - — 





BARRETT DIVISION 
ALLIED CHEMICAL & DYE CORPORATION Title and Company——~— = nnicreas aii 
40 RECTOR STREET, NEW YORK 6, N. Y. 





DE 1, a a Se ee ee 


eg. U.S. Pat. Off. 


ptember 1952 ; 













"It's good business 
to install a 


(R) 


cost-saving WHEELABRATOR 





Are you putting off modernizing your cleaning room because you believe 





your tonnage is too small to justify a Wheelabrator? Many foundry 






owners, who once shared this belief, now say they couldn't afford to op- 






erate without their Wheelabrator. They have discovered that, “It’s good 






business to install a cost-saving Wheelabrator.” 






Here's how the WHEELABRATOR will save for you— 





















Saves Time—Speeds Production. Wheelabrator speed are delivered faster to your customers. 


cleaning saves many costly man hours in cleaning time, re- 





leasing manpower for other work. It handles a greater Profitable Job Cleaning Possible. Many found 
quantity of castings and cleans them better in much less ries utilize their Wheelabrator part time for job 
time. cleaning providing a new source of business and 

real extra profits. Savi 

Provides Competitive Advantages. A Wheelabrated Inc., 

finish—all sand and scale are removed right down to Returns Investment Quickly. Savings effected Pun 
the virgin metal—is an important sales factor. More are usually sufficient to amortize investment 

and more firms are demanding this surface cleanli- in from six to eighteen months. Save 

ness. Swi 

Other Important Advantages. Valuable space save 

Creates New Sales Opportunities. Wheela- made available, decreased casting rejects, im- mon 


brator’s fast, thorough cleaning puts your proved foundry efficiency, and better working 
services on a par with competitors, Castings conditions. Save 
a \ 
than 
Corp 


in tl 


FOR BEST RESULTS— he 


— ‘ oa Nour 
always use TruSteel Shot in your blast cleaning equipment. The only pertected idee 





TruSteel Shot, it holds its shape longer to reduce cleaning costs. Send todas un 





for descriptive booklet No. 59-A. 





[ ee 











! 


= 
& 
Wale 


‘ 


‘ sounll 
5 ee 2 
cst ns ni CER 
% e 


Saves $5,440.00 annually, cleaning 4 tons daily. 









The Elkhart Iron Works eliminated costly breakage, obtained more 
thorough cleaning at a profit with a Wheelabrator Swing Table. 





POPULAR MACHINES 
used in SMALLER FOUNDRIES 


Saves $7.05 per ton. The Keystone Brass Works, Wheelabrator Tumblasts—Made in eig 
Inc., slashed cleaning costs 67) with a Wheelabrator (1 cu. ft. to 63 cu. ft.) for cleaning 
lumblast. Annual production only 550 tons. rugged to withstand a gentle 

a Tumblast just right for 


Saves 16 man-hours per ton. Wheelabrator 

Swing Table eliminated 4 chippers and grinders, Wheelabrator § 
saved $4,644.00 annually cleaning only 43 tons the foundry 
monthly for a Canadian ‘steel foundry. of large 


Made 





Saves $2.31 per ton. Cleaning only 1.92 tons daily, p 
‘ Wheelabrator Tumblast effected savings m ‘ 
than sufficient to repay investment for the Wg 
Corp. A 45 minute wet tumbling job is 


in three to four minutes. 


° Molder Shop Save 
Brasy Mfg. Co, 


hours frog 


lay 


Cunab 





WHEELABRATOR & EQUIPMENT CORP. 
505 S. Byrkit St., Mishawaka 2, Indian 








N sand blast chambers, Armadillo 
Chute Lining has been used as a wall 
interliner, reducing maintenance costs 
as much as 757%— 
the life of sand sluices and rock chutes 
has been multiplied as much as 12 
times — 


and wherever chute, trough or wall 
abrasion is a problem, Armadillo Chute 
Lining can cut your costs. 





Reason for this outstanding resistance to 
abrasion is the compounding of Armadillo 
Chute Lining, as specified hy the G.T. M.— 
Goodyear Technical Man. It is comparable 
in resistance and quality to the tread stock 
used in making premium-grade Goodyear 
tires—“‘tread-tough” to bounce away abra- 
sion. It can be nailed, bolted or pegged into 
place — can be lapped, butted or spliced. 
Armadillo Chute Lining can be readily cut 
with a water-lubricated hand knife or power 
wheel or die-cut to fit unusual shapes. 


On new or special applications of Arma- 
dillo, especially where corrosives or tem- 
peratures nearing 150° F. are involved, the 
G.T.M. is particularly ready to discuss your 
needs. You can reach him for these appli- 
‘ations—as well as standard uses—by writ- 
ing Goodyear, Mechanical Goods Division, 


Akron 16, Ohio. 





LOOK FOR YOUR GOODYEAR INDUSTRIAL RUBBER PRODUCTS 
DISTRIBUTOR in the yellow pages of your Telephone 
Directory under “Rubber Products” or “Rubber Goods.” 
He handles Hose, Flat Belts, V-Belts, Molded Goods, 
Packing, Tank Lining, Rubber-Covered Rolls built to the 
world’s highest standard of quality. 


GOOD/YEAR 


THE GREATEST NAME IN RUBBER 


We think you'll like "THE GREATEST STORY EVER TOLD”— Et ery Sunday — ABC Network Armadillo—T. M. The Goodyear Tire & Rubber Company, Akron, Ohio 
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MODEL 98 AIR COMPRESSOR 
Two Stage Air Cooled 15 and 20 Horse Power 






















im to give even greater dependability 
10 a lower cost operation 
longer life 





ut 

er Features that make the number 98 compressor truly outstanding: 
1. Two-Cylinder Compressor — less effective cooling between stages 

a friction and less oil consumption 6. Valves readily removable as 

m- 2. Vibration Free — smooth assembled units 

he Cparaten 7. Precison Built — assures long life 

a 3. Self Oiling by positive Centro-ring and minimum maintenance 

;. method 8. Experience backed by 98 years 

+ 4. Timken Main Bearings — provide of “Know-How” 

1t- A 

"i easy external adjustment 9. Also furnished in both base 

_ 5. Four section Finned Intercooler — and tank mounted units 


Mail coupon for additional information 


Plant Efficiency—Reduces Production Costs 


Vertical Air Hoists for ag, 


of Curtis Manufacturing Company 
1922 Kienlen Ave., St. Louis 20, Mo. 


| am interested in items checked below: 










| 
| 
| 
| 
. | 
“fae $ —_ 
Low Cost Lifting or t I THE NEW MODEL 98 [1] VERTICAL [AIR 
Lowering of Materials { | AIR COMPRESSOR HOISTS CYLINDERS 
or Machines I I 
re if | Name 
ingeel Soe) 1 
~~ I Firm 
Air Cylinders for \ | Street 
Imost Pushi cs 
Avot toe Eero i City Zone State 


Pulling or Hoisting 
Operation Bate } 





— 1922 Kienlen Avenue ° St. Lovis 20, Missouri — 
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100 POUNDS 
NET WEIGHT 





CEREAL 
BINDER 


U.S. PATENT 1.939,973 
1.943.382 





© MAKES SMOOTHER CORES*CUTS DOWN DISCARDS 


Full technical service, without obligation, is avail- 






US.PATENT 1.974.915 
1.979.257 


able to show how you can profit from the use of 


Glee PRODUCTS REFINING CO..NEW YORK. US 





MOGUL® Cereal Binder in your production. 


Kordek, the preferred dry 


Write Technical Sales Department 
bond for cores... 


CORN PRODUCTS REFINING COMPANY - 17 BATTERY PLACE, N. Y. 4, N.Y. 





LARGEST 
SELLER 
IN THE 
FIELD! 
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Two Compartment Car Type 
Mold Drying Oven. 


$ 





Single Compart- 
ment Rack Type 


| Core Oven. SG. s 7 
| ~\i 


MMA DAS 


THE LANLY COMPANY «¢ 780 PROSPECT AVE 


CLEVELAND,OHIO 


The Lanly reputation has been established as 
the result of the consistent incorporation of 
advanced, efficient design and high grade con- 


struction into every Lanly installation. 
Core baking, pasting and mold drying ovens as 
well as casting conditioning and heat-treating 
ovens are available in standard units. 

Write for Literature and 

Complete Information. 


Four Compartment 
ma (Rack Type Core 
Oven. 


Car Type Core Oven.) 








Three Compartment Rack 
Type Core Oven. 
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This Worm 
Ladle Gearing 


ELIMINATES 
GASKET 
ADJUSTMENTS 


® Completely enclosed and self contained 
® Automatic force-feed lubrication 

® Positively self locking in any position 

® Precision cut gears 





Model 592T ladle with new type gearing. 
Also notice use of Industrial Equipment’s 
much talked-about UNIVERSAL BAIL. This 


bail completely eliminates binding due to 





L 





.-+ WORM AND BEVEL GEAR 
ASSEMBLY COMPLETELY ADJUSTABLE 


Here is another Industrial Equip- 
ment Company first . . . new, im- 
proved worm ladle gearing bringing 
complete universal adjustability. 

Take a close look at the phantom 
view. Here is a one-piece, self-con- 
tained unit with all parts easily ac- 
cessible. Your maintenance man can 
quickly make back-lash adjustments 
to pin-point accuracy and positive 
adjustment by adjusting the bearing 
lock nuts on all gears and worm. 
These nuts are easily reached and 
with working space to spare. 


Unaffected by Heat 


There is no connection between the 
bail and the gearing. No clearance 
for heat distortion is necessary, per- 
mitting an assembly almost to ma- 


chine tool precision. 


Industrial’s new gearing is abso- 
lutely safe and positively self lock- 
ing. The high ratio between worm 
and worm gear locks the ladle in 
any position. Incidentally, worm and 
bevel gears are of high tensile semi- 
steel and the worm is of high alloy 
steel. All are precision cut. Shafts 
are mounted on anti-friction bear- 
ings. 


Now Standard 

es 
Equipment 
All Industrial geared ladles are now 
supplied with this outstanding new 
type of gearing. In addition, this 
gearing can be supplied for any In- 
dustrial worm geared ladles now in 
operation. Write for details. 


Do you have our revised catalog No. 35? 





EQUIPMENT COMPANY 


115 N. Ohio St., Minster, Ohio 


heat distortion or misalignment 


LADLES * BOWLS * SHANKS © BAILS © TONGS © SPECIAL EQUIPMENT 





-” FOUNDRY 














S ptember 1952 





SHELL- MOLDING 





PENN SAM 
OFFERS YOU 7 Big Advan{ages 


Shell Mold produced with WWWCOM at the 


International Foundry Show in Atlantic City. 





MAIL COUPON TODAY FOR MORE Deals 


PENNSYLVANIA 
GLASS SAND 
CORPORATION 


Gateway Center e Pittsburgh, Pa. 


Eastern Sales Office: Trenton Trust Bldg., Trenton, N.J. 


Use PGS Crushed Quartzite, your best 
suited and least expensive back-up material. 


© 1952 Pennsylvania Glass Sand Corp, 


1, WIDE SCREEN DISTRIBUTION — Produces 
castings of exceptional finish. 

2. IDEAL A.F.S. FINENESS—Cuts costs by requiring 
use of less resin. 

3. LOW CONFINED EXPANSION—Aids mold 
stability, reduces rejects. 

4. UNIQUE GRAIN STRUCTURE—Gives excellent 
permeability, eliminates gas problems. 

5. HIGH REFRACTORINESS—Facilitates pouring, 
prevents surface defects. 

6 ABUNDANT SUPPLY—Insures immediate 


shipment of your orders. 


7. LOW COST—Priced economically for both bulk 
and bagged shipments. 


PENNSYLVANIA GLASS SAND CORP. 
140 Stanwix St., Gateway Center 
Pittsburgh 22, Pennsylvania 


Please send me, without obligation, more details on 


Shell-Molding YWWCCAM) - 
NAME 
FIRM 
STREET 


CITY ZONE STATE 











... years of trouble-free service assured 


with the Big Capacity DB and 
SIMPSON (cZewscue ap I 

















 casacnarey nee 


manuractv® 
NATIONAL ENGINES 
CHIE RE thin 








RinG CO 
ain 





... Check these 7 Easy-Maintenance features: 


bearing assembly. (Complete hub re- bearings are lubricated by centralized 
placeable without removing muller from system from Alemite fittings accessible 
mixer. ) from outside mixer. 


Muller crib has removable section through Speed reducers, turret, mullers and rocker 
which all rotating machinery can be re- arm assemblies each may be removed as 


moved without interfering with overhead self-contained units, without exposing 
hoppers, structures, etc. bearings. 


Inside and outside plows adjustable verti- Crib liner clamped to crib — no bolts 
cally and radially by positive screw device through liner. 

on upper end of plow brackets . . . with- 
Out entering mixer. 


Mullers mounted on hubs containing 5 Mullers, center shaft, and rocker arm 


N or ey ee For complete details on Simpson 2F and 3F 
ae eee * > epee ee Intensive Mix-Mullers, write for BULLETIN 511 
bedplate by through bolts . . . easily tight- 
ened or removed from underside by one 


man. 


SPRING-LOADED Mullers 


The Secret of Better Sand Control MUMS" 
® The comparatively lighter mullers with adjustable 

spring pressure, as used in the 2F and 3F Mix- 

Mullers, greatly increase the efficiency of the 

mulling action, as the pressure can be adapted 

to the type of sand to be conditioned. 

Because of the plow design and the muller sus- 
pension, the sand is subjected to much more violent 
agitation, and is considerably increased in volume. 
The agglomerate grains are broken up, and a 
fluffy sand of high flowability results. 


SIMPSON 
2 Manufacturers and Selling Agents: For Continental European Countries — George Fisher, Ltd., Schaffhausen, Switzerland; 
Vulendstue for British Possessions — August’s Limited, Halifax, England; for Canada — Dominion Engineering Co., Ltd., Montreal: 
for Australia and New Zealand — Gibson, Battle & Co., Pty., Ltd., Sydney. for Argentina, Brazil and Uruguay — 
Equi tos Industriais E1SA Ltda., Sao Paulo, Brazil; for _ CO .S. De R.L., DF. 
MIX-MULLERS Quipamentos tn ais 0 0. Mexico CASCO e Mexico, 


















200 Foundries 
Have Converted to 





HEAVY DUTY . 
Foundry Flasks | 


Like any BS&B Foundry Flask, 
the Heavy Duty is tailor made... 
designed for your particular needs... 
designed to do the best job for you. 



























: N This is what 200 major foundries have 
Cross Section of Style FP 22 \\ KA xs found who have converted to them 
showing wa 1ickness, bearing \ in e last 15 years. 
} ll thick I & the last 15 y 
bar size and welding. The re- ff Vis Onlv BS&B gives vou all three of these 
inforcing rib is optional, and is J ° ee aa : <i 
ek eek Mi donee JA = WELD features in a heavy duty flask— 
designated as Style FP 22R. Y ts ; Seeae : 
: SY 7 BEAD bearing strips welded both inside and 
Wa out, cast steel trunnions, and cast steel 
BS&B Heavy Duty Flask Wi, pinlugs and clamplugs. In addition, 
a inside it’s the only flask offering a minimum 
Style FP (22k : Fs of weight for easy handling, 
has solid bar reinforcing rib V SAND considering the material used to 
wherever required, particularly UA LOCK give it the greatest rigidity. 
on large or deep sections. Like ; These 200 foundries who have 
all BS&B Foundry Flasks, this optional converted to the BS&B Heavy Duty 


style is available in round, 
square, rectangular and special 
shapes. Thickness of wall, size 
of bearing bars and reinforcing 


Flask have recognized the economy 
of having the best equipment for the 
job ... of enjoying minimum 
maintenance and replacement 


ribs are optional depending on CXR QXRKY a at as the years pass. 
individual foundry requirements. NEN \\ 2 eis eee c 

: XY 3S&B Foundry Flasks are designed 

\ eo by foundrymen .. . fabricated by 

skilled workmen using quality 
materials. They’re constructed entirely 
of steel... sections surface ground, 
or machined both top and bottom, 
for tight joint at parting line. 
You, too, will profit from the many 
advantages of this heavy duty 
flask. Write for your FREE 
copy of the BS&B Foundry 
Flask Handbook. 


% 














Foundry Flask Division 
Dept. 7-AR9 en 
OUNDay 





OUR 60TH YEAR 


Brack, Sivaiics & BRYSON, INC. BS:sB 


7500 East 12th Street Kansas City 3, Missouri ; 
FlasK® 
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Why YOU should use 
“dag” Dispersions for Parting 


“Dag” colloidal graphite dispersions improve reproduction of molds 
and patterns... lengthen mold life . . . decrease rejects. Less finishing of 
castings is required, often none at all. 
The unusually slippery dry film obtained with “dag” colloidal graphite 
is unaffected by any temperature normally experienced in the foundry and 
forms so thin a coating on molds that you need never fear a change in 
dimensions of castings. 

This specially processed graphite is readily applied by spray or brush 
to chills, molds, patterns, push pins, shoulder screws, flask pins...even 
ladle interiors. Aqueous “dag” dispersions also eliminate or reduce the 
objectionable choking fumes and smoke usually caused by conventional 
petroleum-base parting compounds, thus improving shop conditions. 

For more information on “dag” colloidal graphite in the foundry, 
write for Bulletin No. 425-14]. 


ACHESON CoLLoIDS COMPANY, 


DISPERSIONS @) | PORT HURON, MICHIGAN 


... also ACHESON COLLOIDS LIMITED, LONDON, ENGLAND 
Units of Acheson Industries, Inc. 





























THE IRON FIST INA Velvet Gplove 


Supposing—just supposing—you could write the 
specifications for an ideal blastcleaning chilled shot 
and grit. What qualities would you specify? You'd 
want it to be hard, of course, so it would ciean fast. 
But you wouldn't want it so hard as to wear out 
your equipment at a rapid rate. Neither would you 
want the shot to be hard AND BRITTLE. 

The ideal chilled iron shot and crit would be hard 
enough to do a fast cleaning job. And, if possible, 
you would want the hard iron carbides (that do the 
cutting) imbedded in some soft material that would 
go easy on your equipment and keep the shot from 
shattering into small ineffectual fines. What you 
would want is a sort of an “iron fist in a velvet 


glove” kind of shot and grit. 


AND SOLD EXCLUSIVELY BY 





OR. Let's see you prove your point... 
Name 

Firm 

Address 


City - 


MAIL TO HICKMAN, WILLIAMS OFFICE NEAREST YOU 


HICKMAN, WILLIAMS 


It may come as a surprise to you that there is 
such a shot and grit made. A chilled iron shot that 
holds the iron carbides in a ductile matrix—a shot 
that is hard enough to clean fast, yet soft enough to 
spare equipment and keep the shot from shattering 
too quickly. It is National Controlled “T” Shot 
and Grit. 

We're not going to make any wild claims—we 
know You can appreciate the advantages of such 
shot and grit—providing what we say is true. And 
we d like to prove our case in a matter of minutes— 
if you'll let us. Please write your name and address 
on the lines below and mail the coupon to the 
nearest Hickman-Williams office. The most you 
can lose is the cost of postage, but you may profit 
to the tune of a substantial sum of dollars. 


NATIONAL CONTROLLED "T" SHOT AND GRIT IS PRODUCED EXCLUSIVELY BY 
NATIONAL METAL ABRASIVE COMPANY + CLEVELAND, OHIO 
WESTERN METAL ABRASIVES COMPANY «+ CHICAGO HEIGHTS, ILL. 


shins Gemma Ses eis alah So 5 (INCORPORATED) 
| 
l CHICAGO + DETROIT 
| CINCINNATI + ST.LOUIS 
| NEW YORK + CLEVELAND 
l PHILADELPHIA + PITTSBURGH 
| INDIANAPOLIS 
| 
| 


& COMPANY 


CARI 
Kno» 
40' 
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IT’S THE RESULTS YOU GET. THAT COUNTS / 
































CARL-MAYER MOLD OVEN at Union Steel Castings Div. of Blaw- 
Knox Company. Door clearance: 17'-9°' wide, 15’ high. Depth: 
40’. Capacity: 200 tons per bake. Combination gas-oil fired. 


CARL-MAYER CORE AND MOLD OVENS 
ARE SERVING CONCERNS LIKE THESE: 


Aluminum Co. of America Gilbert & Barker Co. 
American Brake Shoe Co. General Steel Castings Co. 
American Radiator Co. Golden Foundry Co., Inc. 


Blaw-Knox Co. e 
Brown Industries Henry Kaiser Corp. 





Buick Motor Div. of W. O. Larson Foundry Co. 

General Motors Corp. Mesta Machine Co. 
Bucyrus-Erie Co. F. E, Meyers & Bro. Co. 
Cadillac Motor Div. of Oil Well Supply Co. 

Gereral Motors Corp. (U. S. Steel Corp.) 
Columbia Steel Corp. Packard Motor Car Co. 

(U. S. Steel Corp.) Pittsburgh Steel Foundry 
Crucible Steel Castings Co. Corp. 
Dunkirk Radiator Co. H. B. Salter Co. 
Eclipse Aviation Division Shenango Penn Mold Co. 

of Bendix Aviation Corp. Standard Foundry Co. 
Ciectric Autolite Co. Union Brass & Metal Mfg. Co. 
Ford Motor Co. Union Steel Castings Co. 
Fremont Foundry Co. West Michigan Steel Cast- 
G. & C. Foundry Co. ings Co. 
General Electric Co. A. C. Williams Co. 
Gereral Motors Corp. Whiten Machine Works 

woah Date and Subsidiaries Whiting Corp. 





One of two CARL-MAYER MOLD OVENS at Oil Well Supply Company. 
Capacity: 120 tons per bake. 


THE CARL-MAYER CORPORATION 


3030 Euclid Avenue ¢ Cleveland, Ohio 
WE ALSO BUILD OTHER TYPES OF INDUSTRIAL OVENS AND FURNACES 


Over thirty years’ experience 
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SAFEGUARD YOUR PERSONNEL | 
and your PROPERTY! 


es ee ee? 
— eee hone 


Eliminate dangerous gases, fumes and dust 


| wale MOLI, WAST 220: 


It will pay you to consider the many advan- 
tages of a Multi-Wash dust collecting system. 
With Multi-Wash you won't have to dig 
yourself out of accumulated dust particles and 
furthermore you'll eliminate the danger of a 
spontaneous fire. Personnel too, will find 


conditions more agreeable and production 





will increase, because the cause of sick leave 
due to ailments attributable to dust and fumes 
will be substantially eliminated. 

You can start in a small way to clean up 
objectionable dust and fumes by installing a 
Multi-Wash unit in the most offensive area 
first. Later, you can add on as conditions 
warrant. 

From a dollars and cents approach you'll be 
far ahead with Multi-Wash both production- 
wise and maintenance-wise. 

Be wise, contact your local Schneible repre- 
sentative or write direct for a further study of 


your dust and fume problem. 


CLAUDE B. SCHNEIBLE CO. 


P. O. Box 81, North End Station 
Detroit 2, Michigan 


MULTI-WASH 
MULTIPLIES WASHING FOR TOP EFFICIENCY 


PRODUCTS: 


Multi-Wash Collectors ©@ Uni-Flo Standard Hoods © Uni-Flo 
Compensating Hoods @ Uni-Flo Fractionating Hoods @ Water 
Curtain Cupola Collectors © Ductwork © Velocitrap ¢ Dust 
Separators © Entrainment Separators e¢ Settling and 
Dewatering Tanks © ‘Wear Proof” Centrifugal Slurry Pumps 


ins FOUNDRY 
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STRIKE HELPS COKE: The steel strike was re- 
sponsible for increasing coke inventories about 
2,000,000 tons or more. While blast furnaces 
were down, many coke ovens continued operat- 
ing to make contract gas deliveries into city 
mains, and most others ran at a reduced rate to 
keep ovens in operating condition. Hence the 
shortage that was looked for around the middle 
of next year now appears unlikely to develop be- 
fore early 1954, according to government officials. 
Fear of a future shortage stems from a question 
of whether the coke expansion goal can be met. 
However, this may be negated by the fact the 
blast furnace and foundry expansion programs 
also are behind schedule. Construction of new 
coke ovens is paced to the supply of refractories 
and special steel castings. 


MORE SCRAP: NPA figures show that 165 lead- 
ing steel mills and foundries had iron and steel 
scrap inventories totaling 4,723,000 tons on July 
31. This compares with 2,559,000 tons on July 
31, 1951, 2,615,000 tons on Dec. 31, 1951, and 3,700,- 
000 tons on Dec. 31, 1950. While the NPA scrap 
salvage progra am is inactive, it could be resumed 
quickly if scrap supplies should dip rapidly. 


ALUMINUM FOUNDRY: Chrysler Corp. is plan- 
ning a new cylinder head foundry for its Tank 
Engine Division at the Michoud Ordnance Plant, 
New Orleans. Idle foundry equipment at the 
former Dodge Chicago Plant will be moved to 
New Orleans. Dodge Chicago facilities original- 
ly included separate aluminum and magnesium 
foundries to produce parts for B-29 engines. Ford's 
Aircraft Engine Division now is operating the 
plant, including the magnesium foundry, but has 
not produced aluminum castings. The large alum- 
inum foundry during World War II made only 
finned cylinder heads. It had eight 3000-pound 
furnaces, melting more than 150,000 pounds of 
metal daily, and incorporated highly mechanized 
equipment for mold handling and sand prepara- 
tion and reclamation. 


CERTIFICATES OF NECESSITY: Relatively few 
foundries are included among companies for 
which certificates of necessity were approved the 
last two weeks for new or expanded defense facil- 
ities. Earlier lists this month included the follow- 
ing a ag and amounts certified: Cadillac 
Malleable Iron Co., Cadillac, Mich., $90,300; Roll- 

stone Foundry Inc., Fitchburg, Mass., $27,045; 
Frederick Iron & Steel Inc., Frederick, Md., $17,- 
300; East Akron Casting Co., Akron, O., $18,984; 
Wadsworth Foundry Co., Wadsworth, O., $388.- 
161; Minster Machine Co., Minster, O., $24,475; 
Mansfield Brass & Aluminum Corp., Mansfield, 
O., $21,000; hig Steel Foundry Co., Lima, O., 
$165,345; Belle City Malleable Iron Co., Racine, 


Wis., $643, an, American Steel Foundries, East 
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l., $151,000; R. H. Osbrink Mfg. Co., 
jeles, $97,877; Rolle Mfg. Co. Inc., Lans- 
dale, Pa., $323,405. 


c . 
St. Louis, 


Los Ange 


COPPER-BASE INGOTS: Receipts of copper 
scrap by brass and bronze ingot makers have 
been restricted in recent weeks. This may neces- 
sitate increased purchases of foreign refined 

Shipments of copper-base ingots have 
-d steadily this year, dropping from 49 mil- 
ion pounds in January to less than 31 million 


pounds in June. 


EXPAND FRENCH PROGRAM: Mutual Security 
Agency is recruiting a new team of ten Ameri- 
can foundry specialists to work for a year on an 
expansion of managerial and technical assistance 
to the French foundry industry. Success of a pro- 
ductivity program, started about a year ago, 
prompted the French government and industry 
to pledge over 300 million francs to support an 
enlarged program. The French Foundry Syndi- 
cate, through the National Productivity Center, 
has requested MSA assistance in implementing 
the new effort. U.S. share of the cost will cover 


17 


dollar salaries of the American team members, 


estimated at $180,000. 





NONFERROUS DECORATIONS: NPA has 
dropped the restrictions on decorative use of cop- 
per and aluminum on consumer goods. This does 
not increase the amount of these materials a 
manufacturer may use, but permits him to divert 
his allotment from functional to decorative uses 
if he chooses. 

Whig PRICES: Producers of copper and cop- 
per-base castings have been authorized by OPS 
to ia ase their ceiling prices to reflect the high- 
er cost of imported copper. Amount of increase 
is to be calculated at the beginning of each cal- 
endar month by multiplying the percentage of 


ee ee 
n 


foreign copper actually used to produce castings 
the preceding month by 80 per cent of the cost 
of such foreign copper in excess of 2412 cents 
a pound, the domestic ceiling price. The extent 
and manner in which increases in other material 


costs and labor costs of all casting producers may 
be passed along is in process of formulation and 
is expected to be announced shortly 


PERSONALS: John F. Smith, general superintend- 
ent, Chevrolet Grey Iron Foundry, Saginaw, 
Mich., has succeeded Carl C. Wood, plant mana- 
. Franz T. Stone has resigned as 
ninistrator of NPA to resume the presi- 
dency of Columbus McKinnon Chain Corp., Tona- 

inda, N. Y . Sands G. Falk has been named 
manager of foundry and weldment sales, the Falk 
Corp., Milwaukee, following merger of the two 
sales divisions. He formerly was foundry sales 


or, retired 


cy 
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1epuly aa 
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manager .. . George F. Pettinos Sr., president, 
George F. Pettinos Inc., Philadelphia, on Sept. 20 
will celebrate his 90th birthday and 60th year 
as active head of the company he formed in 


1892. 
INVENTORIES CUT: As forecast here last month, 


NPA has reduced permitted inventory limits on 
pig iron from a 60-day to a 30-day supply or 
practical minimum working inventory, whichever 
is less. Under “practical minimum working in- 
ventory’ consumers may use any reasonable rep- 
resentative period in the six months ended June 
30, 1950 to determine their inventory positions. 


MANGANESE PRICE UP: Ceiling prices for ferro- 
manganese and other manganese metallurgical 
products have been increased by OPS. Previous- 
ly, ceilings were established under the General 
Ceiling Price Regulation. The new regulation, 
establishing definite schedules, means an aver- 
age increase of about $40 a gross ton over prev- 
ious ceilings. 


SMALL PLANT LOANS: The RFC has approved 
131 loan applications involving $15 million which 
were filed under Section 714 of the Defense Pro- 
duction Act, applicable to small plants. More 
than $300 million is involved in loan applications 


OF FOUNDRY 


FOUNDRY COKE PIG IRON 


(Per net ton, f.0.b 
BEEHIVE 


onnelisville $17 


Swedeland 


Terre Haute 


IRON AND STEEL SCRAP Ceiling prices per 


$ $44.00 $39.00 $ 
{ 0 43.00 
43.4 
43.00 
41.15 
$2.50 
39.00 
44.00 
329.00 
41.00 
35.00 


basing points 
2 heavy meltir 
*$2 higher if 1 ft 





(Per gross ton, f.o.b. furnace) 


*No. I Cast **Steel, Punchings, Cast Iron CAST IRON SCRAP 
Bundles Steel 2 ft & less Plate Scrap Briquets 0 SCRAI 


made to date, but the Small Defense Plants Ad- 
ministration has recommended favorably only 
179, involving about $22 million, to the RFC. 


MISCELLANY: Hagan Corp., Pittsburgh, combus- 
tion and chemical engineering equipment manu- 
facturer, has purchased American Cast Products 
Inc., Orrville, O. . . . Army Ordnance Corps has 
acquired a plant at Pittsburg, Calif., to make 
tank castings. U. S. Steel's Columbia-Geneva 
Steel Division will operate it, and about $92 
million will be spent for plant rehabilitation and 
conversion... Price reductions averaging about 
7 per cent have been announced by Electro 
Metallurgical Co. on all grades of 90 per cent fer- 
rosilicon and silicon metal... Battelle Memorial 
Institute has broken ground for a new million- 
dollar “special purpose” laboratory building... 
The recent increase of 1 cent a pound granted by 
OPS in ceiling prices on aluminum pig and ingot 
applies only to primary aluminum, not to scrap 
or secondary ingot... Silverstein & Pinsof Inc., 
Chicago smelter and refiner, is changing its name 
to Sipi Metals Corp., effective Sept. 1... The gov- 
ernment has developed a new procedure permit- 
ting quick adjustment of wages by those com- 
panies who, in the past, have patterned their 
wage changes to those in the basic steel industry. 


METALS AND COKE + #0 %. 1% 


NONFERROUS INGOT 


BRASS AND BRONZE: 85-5-5-5 
No. 2 Foundry Malleable -27.25¢; 88-10-2—-40.00c; S0-10- 


$54.50 10 - 33.00c; N¢ 1 yellow 
4 > 4 


ALUMINUM: 9% per cent plus 
primary ingots 20.00c, Secondary 
No. 12 alloy 19.50c. Deoxidizing 
grades: No 1 18.80c; No 4 
18.20c 

MAGNESIUM: 

tandard ngot 

Freeport, Tex 

COPPER: 

ZINC: 
livered. Die casting alloy 


High grade 


aelivered 


gross ton as established by the Office of Price Stabilization 


41 50 
45.50 
15.00 
45 
45.5 
43.65 
45 
37.5 35.00 
46. 5( 14.00 
37 35.00 
43.50 41.00 
37.6 35.00 
indicated * Applies 
1g steel are $1 less 
or under 











All parts of machine easily 
accessible for low main- 
7 tenance costs. 





Ultra high speed blow | 
valve action — increasing 
initial blow pressure 25% 
above other machines. 


Magazine exhaust valve ? 
extra large size - quick 
acting - immediately ex- 
hausts air from magazine 
after core is blown. 


Cross head rails - on out- 3 ¢ 
side of machine frame - 
out of sand area - where 
drawing accuracy would 

be impaired. 


Leveling adjustment - 4 
screw adjustment for 
complete adjustment of : 
core box to draw-EASILY a Ae ie 4 The popular DEMMLER 


ACCESSIBLE. No. 2E Core Blower handles 
cores weighing up to 20 Ibs. 


Cd. Draw cylinder is 14” in di- 

; i “ a : ameter, 10” stroke. Throat 

Completely enclosed 5 - , on : opening in carriage is 7” in 

drawing post - drawing . es . es : ; diameter. Standard or spe- 

accuracy within thou- ho rs _— cial magazine sizes. Car- 

sandths - protected from : 2 ee ail o riage is equipped with ball 
sand and abrasion - bearings. 

assuring long, trouble- 
free life. 





2 speed hydraulic draw 
control - low speed while 
vibrator is acting and 
quick drop after core is 
drawn. 


Hard, chrome plated valve seats — to 
insure against rust and deterioration. 


A Wm. DEMMLER & BROS., Kewanee, Illinois 


MANUFACTURERS OF CORE BLOWERS EXCLUSIVELY SINCE 1911 
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PROBLEM... 














How can we blow a 
greater percentage | 
of our core boxes! 
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SOLUTION... 


With the new Pulsator model SAN-BLO 


Non-flowable core sand mix- 
tures, high moisture content or 
high green bond strength won't 
prevent your blowing cores, if 
you have a SAN-BLO core 
blower. Here’s why —motor- 
driven plows in the sand maga- 
zine move the sand to the blow 
hole and full air pressure carries 
it into the core box, instead of 
pushing it as in other machines. 
No “piping” or “bridging.” This 
new, improved core blowing 
technique enables the SAN-BLO 
to successfully blow any type 
of core sand mixture you can 
hand-ram, 


7ze FEDERAL FOUNDRY SUPPLY Comsany 


4600 EAST 71st STREET, CLEVELAND 5, OHIO 


SALES OFFICES: NEW YORK => 


CLEVELAND 


MODEL 
40-P-1 





Write, wire or phone for 


complete information. 


+ DETROIT 


MILWAUKEE 


Wooden core boxes are no long- 
er stumbling blocks to blowing 
cores. Your present wooden 
boxes can be blown on the new 
Pulsator model SAN-BLO with 
three or four short, quick blows, 
using regular line pressure. Core 
box pressure is kept to a safe 
minimum, yet cores are blown 
uniformly and to correct hard- 
ness. Turning a control switch 
converts the SAN-BLO from 
pulsating blowing to conven- 
tional, continuous-blow opera- 
tion for metal boxes. Thus, the 
Pulsator model SAN-BLO is 
actually two machines in one— 
truly an all-purpose core blower. 


FEDERAL 
R 


+ LOS ANGELES 
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WORK GOES FAST 
and SMOOTHLY with 


ok 


FURNACES 


Right: Labor-saving top charging 
lets a Lectromelt Furnace 
get to work fast. 


Below: With a Lectromelt Furnace, 
you can crowd on the power while 
holding close control on quality. 








WHEN YOU MELT... 





* 


MOORE RAPID 


*Reg. T. M. 











Lectromelt's hydraulic tilting mech- 
anism provides positive, easily 
controlled, trouble-free operation. 
For Catalog No. 8 giving more 
details, write Pittsburgh Lectromelt 
Furnace Corporation, 314 32nd 
Street, Pittsburgh 30, Pa. 


TWENTY FIVE 
POUNDS 
10 i 


ONE HUNDRED FIFTY 
TONS CAPACITY 


FOUNDRY 
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], Rapid baking — Takes but a few 
minutes; provides more production 
per unit of floor space. 

2, Complete baking at lower tempera- 
ture—means easier handling—less 
heat in core room—less fuel used. 





3. No burning, no overbaking — It’s 
impossible to overbake edges or 

\- thin sections. 

4 Low core scrap! Cores are hard 
and dry the minute they come out 
of the oven. This reduces breakage 
in handling. 


aoa ors“ 





5. Minimum core storage space — 
Cores can be made up as needed 
...no need to build up stock. 










6. Excellent shakeout characteristics. 


], Lower casting rejects — Cores are 
completely cured. 
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Core Costs 
These 14 Ways 


See how Allis-Chalmers revolutionary system of drying sand cores 


dielectrically lowers foundry costs and improves your product. 


§, Cores usable at once — No cooling 
required. Core making can be placed 
right in casting production set-up. 

9. Good collapsibility. 


10. No oven warm-up — Unit is ready 
to go at once. Saves fuel. 


11. Good dimensional stability in cores. 
Vy 3 Smoke and fumes minimized. 
13. Smoother casting surface. 


14. Cost of oven operation is low. 


Get complete details on the Foundro- 
matic Sand Core Dryer. Call your nearby 
Allis-Chalmers district office or write 
Allis-Chalmers, Milwaukee 1, Wis. 


Foundromatic is an Allis-Chalmers trademark, 


ALLIS-CHALMERS@: 






























QUESTIONS and 
ANSWERS 


About Dielectric 
Sand Core Drying 


Do I need an electronic engi- 
neer to help me? 


No. Once equipment is installed 
and operating, any personnel 
can be quickly trained to follow 
operating instructions, 


How much maintenance is 
there? 


Very little. Periodic oiling of 
conveyor and blower motors 
and rollers and replacement of 
tubes. 


Why ave resin binders used in 
place of core oils? 


Core oils require high tempera- 
tures and long drying time for 
complete polymerization. Resin 
binders cure at lower tempera- 
tures .. . approximately 250 F. 


What about collapsibility? 


Resin bonded cores have very 
good collapsibility, contributing 
to a faster, cleaner shakeout. 


I want a very hard core, but 
still want good collapsibility. 
What dol do? 


Spray the cores with a film of 
moisture just before putting 
them on conveyor belt. This 
will give high surface hardness 
without affecting collapsibility. 


Can core rods or nails be used? 


Yes. When rods or nails are 
parallel to electrodes no trouble 
is encountered. When rods or 
nails are placed vertically in 
the core they should be of 
minimum size in relation to 
core mass and should not pro- 
trude through surface of sand. 


Will light sections burn if dried 
with heavy sections? 





No. Cores will not burn in the 
Foundromatic core dryer. 









Allis-Chalmers 

Milwaukee 1, Wisconsin 
Please send me new 8-page booklet 
15B7306B containing complete infor- 
mation on the Foundromatic sand 
core dryer. 













Name 
Title 
Company 





Street 
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| FOR ALL FACING SANDS 
RI FOR ALL MOLDING METHODS © 
FOR ALL SIZE CASTINGS = 
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The castings pictured here weigh from a fraction of a pound to 1750 
pounds. They were produced by squeezer, jolt, and loose pattern mold- 
ing methods. This unretouched photograph tells the versatile story of Hercules 
NVX at a glance. It proves beyond question that NVX in facing sands results in 
better castings—regardless of the method of molding. If you want better sand 
flowability for firmer, denser molds and clean, deep draws—you need NVX. 
We'll be glad to send you 100 Ibs. of NVX for testing. 
Price per pound of this testing sample will be at the rate 
we usually quote if you were ordering in 1,000 Ib. lots. 


HERCULES POWDER COMPANY 
Naval Stores Dept., 920 King St., Wilmington 99, Del. 
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Left: Sand is distributed to molders’ hoppers by means of Link-Belt Belt Conveyor employing 
flat roll idlers. Right: Spill-sand is carried on troughed conveyor in tunnel under line of molding 
machines. 





plus LINK-BELT 
quality sities 


large grease reser- , loose ports, no 
com ITE voir prolongs fubri- —_ meee sliding metal-to- 
} / eee cotion intervals. metal contact. 


Precision roller bear- 


No springs, no 


ings maintain align- 


ment. 
Foreign matters 


can't penetrate 

. Concentrically coun- — ye labyrinth——lubri- 
terbored and jour- cant preserved. 
naled full-length centrai tube ond 
counterbored roll shell are con- 
tinuously welded to dished heads 
to maintain balance and bearing 


cligqnment 








Roller bearing L-B Flat Belt Idler. Less lubricant and adjustment. Grease-in-Dirt-out Seal. 


add up to your best buy in BELT CONVEYORS 


In foundries all over the world, cluding trolley, osciilating and mold conveyors, 

LINK-BELT Belt Conveyors provide shakeouts and other sand handling machinery. 

reliable. efficient sand handling Equally important, Link-Belt foundry specialists 
’ 





draw on the broadest background in the industry. 


BTAIN the finest in modern sand handling in They'll work with you and your consultants — 


your foundry. It can be as simple as calling help you come up with the right 
in a Link-Belt foundry specialist while you're still layout for your requirements. 
in the planning stage. 


Thousands agree Link-Belt builds the finest belt LINK-BELT COMPANY: 
* Chicago 9, Indianapolis 


conveyors on the market today. And it has the most 6, Philadelphia 40, Atlan- 


ta, Houston !, Minneap- : 
= Saou Weewe : : eee  eiaesane DS at ee olis 5, San Francisco 24, 
complete line of components—all types and sizes of San Aci cas ae LI N € 4 3 E L 


; Toronto 8, Springs (South 
idlers, take-ups, pulleys, plows, bearings and power \frica). Offices in prin- 


« ipal cities, 





transmission drives—plus related equipment, in 





What Makes ONE Aluminum Ingot 
Better For You Than Any Other? 


Federated’s nation-wide acquaintance with the problems you meet in 
your foundry makes Federated Ingot the best for you to buy. 


If you have a casting problem you can be sure . . . somewhere, some- 


time ... a friendly Federated service man has helped a foundryman solve 


that problem. 

The solution is in the records...the knowledge is in the hands of Feder- 
ated service men... the service men are available when you need them. 

Call Federated first when you have a casting problem! Federated’s re- 
sources are available to you. whether you employ a thousand men or do 
all the work yourself. They command the skill of nationally recognized 
technicians . . . they tap varied and widespread sources of every needed 
material... they maintain fully staffed and fully equipped laboratories. All 
this insures uniformity of product at all places and at all times so that 
when you cast metal you can count on Federated Ingot and Federated 
service as two factors of unvarying reliability ... always precisely up to 


specification ... always dependable 


AMERICAN SMELTING AND REFINING COMPANY * 120 BROADWAY, NEW YORK 5, N. Y. 
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Dings Non-electric, Permanent Permo-Pulley. a Dings Extra Powerful Self Cleaning Rectanguiar. 


Dings All-Weided 
Cooler Operating Lifting Magnet. 





Dings *‘Holdtite'* holds castings In position for 








4 WAYS TO HANDLING COSTS 








Compare the advantages these Dings magnets offer lightweight, moisture-proof, rugged, 4-point chain sus- 
over your present methods: pension. 
Rte NON-ELECTRIC, PERMANENT PERMA-PULLEY £8 “‘Howp-tite” CUTS GRINDING LABOR COSTS UP 
in the sand handling system takes iron out automati- TO 25%. Firmly holds all shapes of castings up to 
cally, without attention, without electricity, without 1000 Ibs. in position for swing grinding. Magnet can 
maintenance. Perma-Pulleys have no operating expense, be tilted to 7 different positions. Requires practically no 
are guaranteed to be permanently magnetic. Magnetic maintenance, simple to install. SEND FOR THIS PAPER: 
strength is certified. “Lowering Cleaning Room Costs Through Use of Magnetic 
RTHE SELF CLEANING RECTANGULAR FOR THE = Chucks”. Use coupon below. 
TOUGHEST JOBS .... another sand handling cost-cutter. If you can use the advantages these magnets offer, NOW is 
Great power enables this magnet to handle particularly the time to act. Deliveries are still better than average. 


a | dificult iron extraction jobs. For maximum iron removal, 
/.one can surpass the Dings Rectangular. Self-cleaning 


‘ature makes operation automatic—eliminates “‘carry- , SEND THIS COUPON 
















wer’ of sand with iron. OR DROP A POSTCARD 

AALIFTING MAGNET LIFTS 10 TO 100% MORE. Dings: Send me Catalog containing full information on 

deal for handling scrap, pig iron, castings, metal flasks,  PERMA-PULLEY [] LIFTING MAGNET 

vc. Lifts more because it’s cooler operating. All welded, - RECTANGULAR C] “HOLD-TITE” plus 
Article on ‘‘Lowering cleaning room costs 


through the use of magnetic chucks”’ 


NAME 





COMPANY 
ADDRESS Sra eee e 


DINGS MAGNETIC SEPARATOR CO. : ia aiaee 
4708 W. Electric Ave.;/Milwaukee 46, Wisconsin 
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POW DER-WASHING WHAT DO FOUNDRYMEN SAY 

SPEEDS CLEAN UP ABOUT POWDER-WASHING? 
- : 


powder-washing does for us in two hours what 


Removes excess and defective metal | -epsiabal iucldiseciaiialaaas® 
quickly, easily, and at low cost % 


‘An hour of powder-washing has replaced four to 


six hours of grinding.” 


* 


‘Increased production and reduced labor and over- 
head more than make up for the cost of gases and 


powder consumed.”’ 


* 


“the equivalent of four days’ chipping 


in one and one-half hours.”’ 


* 


‘“...a casting which formerly required one hour 
of grinding is cleaned by powder-washing in less 


than five minutes.” 


* 


Powder-washing cleaned one casting in an hour, 
the other in 30 minutes. Conditioning by chipping 
and grinding would have taken three and two days 
Cleaning-floor bottlenecks eliminated. production up, respectively.” 
costs down, scraps and recasts negligible—that’s the gist 
of enthusiastic reports on LInDE’s powder-washing process. 
Powder-washing combines the quiet speed of oxvgen- removed the shifted cores and penetrations 
cutting with a surface quality comparable to fmish grinding. with a saving of several hundred man hours.” 
It removes fins, pads, sand inclusions, penetrations. burned 
core sand, chill bars, nails, chaplets. cracks and tears. It 
finishes flat or uneven surfaces to close tolerances with .. In a few hours, cleaned up housings that other 
equal ease. And the powder-washing flame gets into places wise would have had to be scrapped.” 
where other equipment can't. 
I | x 
Powder-washing can be applied to any carbon or alley 
washed out a layer of sand from inside the 





steel casting. Equipment is simple. Technique is easily 

mastered in a short time. ylinder in less than two hours, a job we could have 
kor further details, telephone or write today. LinpbE AIR done with no other available equipment.” 

Propucts Company. a Division of Union Carbide and 

Carbon Corporation, 30 Fast 12nd Street. New York 17, N.Y. 


In Canada: Dominion Oxygen Company. Limited. Toronto. 


LOOK TO G 


° 4 know-how ... show-how .. . products and processes 
FOR WELDING, CUTTING, TREATING, FORMING METALS 


ir 


Phe term “Linde” is a registered trade-mark «© nian Carbide and Carbon Corporation, 





hiiasSsS | 
REMOVA, 


Gate 


THE speed of DoALL Zephyr Band Machines for removing gates, 
risers, flash and other superfluous material from castings will sur- 
prise you. DoALL Zephyr Band Machines are fast: they have 
actually saved as much as 90% in time and tool costs, depending 
on the thickness of the work. With DoALL you are able to get 
into complicated spaces and cut close to the casting and as finish 
is generally of high quality, grinding can be either eliminated or 
materially reduced. The cut is made fast enough so as not to 
allow heat penetration into the side wall of the finished cut and 
skin hardness never exceeds .003” deep. Zephyr Friction Sawing 
means low tool cost and greater tool safety for the operator. 


Where extremely fine tolerance and optimum efficiency is de- 
sired, automatic hydraulic feeding tables are available. There is a 
size DoALL Zephyr for every pocketbook and for almost every 
problem. If you have a special problem we will cooperate with 
you in tailoring saw design to solve it. Here are advantages you 
should look into. Ask for a free demonstration in your own plant. 
Call our local DoALL Sales Service Store or write. 


THE DoALL COMPANY, 254 N. Laurel Ave., Des Plaines, Ill. 


There is quite a story on costs 
Above: Here is a DoALL Zephyr in a typical installa- and speeds in handling cast- 
tion removing dead metal. ings of various thicknesses. 
Below: With DoALL Friction Sawing you can cut close Ask for complete details with 
tothe live metal and reach the hard-to-get-at places. a catalog on DoALL Modern 
Band Machines. 
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News on a 
New Process 





of 
COTTRELL 
PRECIPITATOR 
for cleaning of 


‘RON Cupor, CAsrs 





RES 
EARCH SORPORATION 





[he first pilot plant installation, utilizing a Cottrell 
Electrical Precipitator for cleaning of iron cupola gases, 
had resulted in detailed findings of industry-wide 


importance. On the basis of facts unearthed about 





cupola operation and the study of the design factors 


involved in this project, foundries have already placed zg a & & A R ¢ 4 
orders for 15 precipitators with Research Corporation. 
Ask your Research Corporation representative Cc ie ] a Pp @ ) & A T i 0 N 
to go over the findings of this first pilot plant 405 Lexington Avenue 
installation with you. His recommendation on your New York, New York 
specific probiem ts based on 39 years of experience 122 South Michigan Avenue 
in the design and erection of over a thousand Chicago 3, Illinois 
Cottrell Electrical Precipitator ; . 

= ene Bound Brook, New Jersey 
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HIGHEST QUALITY CASTINGS ARE ANNEALED IN 48 HOURS BY THIS LARGE ELEVATOR FURNACE, ONE OF TWELVE AT THIS PLANT. 


THREE MALLEABLE FOUNDRIES SAVE TIME, 
CUT COSTS WITH G-E ELECTRIC FURNACES 


Like these three plants, you may 
find you can drastically cut an- 
nealing time, reduce over-all costs 
and produce better, more uniformly 
annealed malleable iron by installing 
G-E electric furnaces. 

Have a cost study made on your 
plant by an experienced G-E Heating 
Specialist, as these foundries did. His 
findings, based on experience with 
many similar applications, will offer 
proof that a G-E electric furnace will 
give you the greatest long-range re- 


turn for your capital investment. 

You can select all your heat- 
treating equipment from G.E.’s com- 
plete line of electric furnaces, at- 
mosphere equipment and handling 
equipment for nearly every heat- 
treating process. Start your plant 
planning by contacting the nearby 
G-E Sales Office for the recommen- 
dations of an Industrial Heating 
Specialist. Or write Sect. 720-80, 
General Electric Co., Schenectady, 
New York. 


GENERAL @@ ELECTRIC 


26 TO 30 NET TONS of castings are annealed daily by this roller-hearth furnace on a 
21-hour cycle. Automatic heating cycle control gives very high-quality, uniform castings. 


pw 4 











ANNEALING TIME WAS CUT from 6 days 
to 48 hours here by using G-E bell-type 


furnaces. Electric heat produces better- 
unit 


annealed castings at a lower cost. 








The JOY WG-9 Vertical, with its small base, saves 
valuable floor space. Built in a range of sizes to 881 
CFM, for continuous heavy-duty service. The com- 
plete line of JOY stationary units—high and low 
pressure compressors, oil-free compressors, boosters 
and vacuum pumps—includes a type for every need, 
each incorporating exclusive features developed by 
JOY research. Supplementary products include the 
only complete line of vaneaxial fans and blowers, 
and the new JOY Oxygen Generator. @ Write for 
free Bulletins. 


OY MANUPACTURING COMPANY 








The JOY WL-80, in 
eleven sizes up to 641 
CFM, with operating 
pressures to 125 pst. 


The JOY WN-114, in ? 
single or twin units up 
1 to 7312 CFM. 


The JOY WN-112, in 
single or twin units up 
to 3656 CFM. 


wa@013786 


GENERAL OFFICES: HENRY W. OLIVER BUILDING - PITTSBURGH 22, PA. 
IN CANADA: JOY MANUFACTURING COMPANY (CANADA) LIMITED, GALT, ONTARIO 
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Desand-degraphitize castings in 10 minutes 
with VIRGO” MOLTEN CLEANER 
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UNLOADING VIRGO-CLEANED CASTINGS from continuous cleaning line. 










































HERE ARE THE BENEFITS! is usually enough to dissolve every trace | 
i dentin aici te edie of sand, and dissolve graphite to satisfac | For Fast, Safe, Low- 
g ; tory depth. A water quench removes salt Cost DESCALING— 
e All surface defects show up. ; Seed 
b and leaves a protective coating on the VIRGO: 
* ° ‘ ‘ ‘ ~ 3 
A cleaner, better product. castings. (This coating is corrosion-resist DESCALING SALT 
With Virgo Molten Cleaner your castings ant and may be left on if castings are to be 
we completely tree from sand and graph stored.) The coating is removed by a Producers and fabricators 
| cae ; : eR: : : eas Ramee x of stainless and alloy steels 
before they are machined, giving you three-minute dip in dilute acid. A brief : 
eh bits A : oa ile iat a Netce thee tcl use Virgo Descaling Salt to 
vreater Mac Line COOL Ife. Hy sulrrace ae Wa <1 1OSINE Ol rinse comptetes 1€ JOD. quickly remove scale pro- 
cts on castings are shown up, and you You can use the Virgo bath, at highe duced by hot rolling, forg- 
Nn scrap detective castings before they tempcrature, to stress relieve while de ing, extruding, casting, an- 
machined. This same treedom trom sanding. By combining operations in this nealing. The Hooker Proc 
ipurities insures trouble-free operation way, costly annealing equipment, as well ess is backed by 15 years’ 
your product when it is placed in use. as the additional operation can be elim experience in salt bath de- 
| : - : scaling and cleaning. Engi- 
Ihe process is simple and easy to inated. 

. : : 5 ay , neering, research and on- 
perate—does not require close supervi For full details and description of this site operating assistance 
on. A five-minute immersion of castine’s process, write us today. Please use youn are part of our service. 

n Virgo Molten Cleaner bath at 800° F. business letterhead or coupon below. 
SEND FOR THESE BULLETINS Be oe —— 


They tell the whole story on 
Virgo Descaling Salt and Virgo 


ed, 
















































é ‘yy 
Molten Cleaner—what they are, : 
how they work, their advantages é oe rm a a a ec ee ee ee ee ee ee ee ee ee ee 
. . Y e ; 9 . ~ ma J a ii 
equipment involved, and the ty | . c | 
Hooker services you enjoy as a k | in | 
re | a a —— | 
; sd 7 , . . 

Please send me Bulletins checked: Virgo Descaling Salt [] 
Virgo Molten Cleaner [_] 
| | 
! NAME | 

TITLE 

CHEMICALS 20 FORTY-SEVENTH ST., NIAGARA FALLS, N. y. | COMPANY | 
NEW YORK, N. Y. | | 
WILMINGTON, CALIF. ADDRESS 7 

1-1949 ee Se | CITY ZONE STATE... | 

| | 
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Here’s why Norton 
CRYSTOLON’ wheels are 


Pa2POWU DY 
COLT CULT IYPS 


in gray iron foundries 


*Traode-Mork Reg. U. S. Pat. Off. and Foreign Countries 











Slow speed grinding on 
gray iron fly wheels, using 


Cleaning a gray tron trans- 
mission case with a CRYS- 


TOLON resinoid bonded 


a vitrified bonded CRYS- 


TOLON wheel wheel on a high speed floor 
AN Wheel. 


stand. 


Broad surfaces on large 


castings like this cylinder 
Cleaning a gray tron cast- 


ing with a CRYSTOLON 
wheel on an air grinder. 


block are quickly cleaned 
with high-speed resinoid 
bonded CRYSTOLON 


wheel on swing grinders. 


Flrsv in Norton CRYSTOLON wheels you 
get an abrasive with just the right hardness and 
sharpness for fast, economical grinding on a low- 
tensile-strength material like gray iron. 


YOUR NORTON DISTRIBUTOR 
CAN HELP YOU 


To supplement his own practical experience in 
grinding applications, your Norton Distributor can 
always call in a Norton Abrasive Engineer on special 
jobs. They will be glad to study your grinding jobs, 
help vou decide what wheels will give you the lowest 
grinding cost. Remember: both your Norton Dis- 
tributor and Abrasive Engineer are backed by the 
long, pioneering leadership of the world’s largest 
manufacturers of abrasives. 


ee 00F 0° a CRYSTOLON wheel that’s 
exactly right for every cleaning room job you do. 
That goes for everything from swing grinder work 
to bench stand — for heavy or light grinding pres- 
sure, large or small contact areas, high or low speeds. 


pints you can depend on CRYSTOLON 
wheels for consistent top performance — thanks to 
Norton's method of controlling grain spacing that 
assures uniform structure within wheels and from 
wheel to wheel. 


GET THIS FACT-FILLED BOOKLET 


Norton's 54-page, illustrated booklet gives you a 
lot of money-saving tips on the grinding jobs you're 
doing right now. Ask your Norton Distributor for 
Booklet 1405, or write us direct. 
NORTON COMPANY, Worces- 
ter 6, Mass. Distributors in all 
principal cities. Export: Norton 
Behr-Manning Overseas Incor- 
porated, Worcester 6, Mass. 


PROFITABLE WHEEL PERFORMANCE 
is not simply a matter of wheel cost or wheel life. 

You've got to consider total grinding costs includ- 
ing labor and overhead. 

For example, a relatively soft wheel can be more 
economical to use than a harder one. That's because 
the hard wheels, although having longer life, tend to 
have slower cutting action. So it’s possible to save 
money on the number of wheels used while spending 
even more on labor and overhead costs. CRYSTO- 
LON wheels, expertly engineered, will do the job at 
minimum total cost. 


== 
NORTON 


ABRASIVES 


Making better products to make other products better 
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MORE EXACTING WORK 


Accurately machined inside sur- 
faces and flanges. Steel faced 
top and bottom flanges. 


LONGER SERVICE 


Magnesium has twice the ten- 
sile strength of aluminum. 








EASTER WANDLIMG 


Magnesium weighs 1/3 less 
than aluminum. 





All orders given prompt attention. Write today for literature. 


THE FREMONT FLASK OO. 


FREMONT, OHIO 


The New 


FREMONT SPREADLOCK FLASK 


Si .. 


Long-life, easily replaceable, live rubber corner inserts 
completely close the corner gaps so that no sand can 
lodge in the open corners. 


FREMONT 
STANDARD SLIP FLASK 


The one-inch GROOV-LOCK FOOLPROOF PIN, par- 
ticularly adapted to cope or drag pattern jobs, guarantees 
perfect alignment indefinitely. (Other types of standard 
pin fittings available.) Solid, bolted and welded corner 


construction. 


FREMONT CAST TRON OR 
CAST ALUMINUM JACKETS 


Save You Real Money ! 


Precision machined and drilled, bolted corner construc- 
tion permits easy insertion of new sides or ends. The 
entire jacket need not be scrapped. Standard style for 
ordinary foundry practice. Grooved style, which permits 
ready gas escape, for steel foundries. Glass and jackets 
can be assembled on 3°, 4°, or 5 taper. 
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‘| 79°” BESLY-TITAN 
| | WHEELS are the 


} Key to Greater Grinding Efficiency 



































RIGHT BONDING 


SIZE 


GRIT OF SELECTED TYPE 
GRADE 


CONTROLLED BLENDING-———————___ 
CORRECT POROSITY 


Here’s the master key to top efficiency in 
grinding operations: Bes/y-Titan is set up to 
supply the right wheel for each job, as you 
need it, when you want it, at no higher cost than 
stock wheels! 





As the tumblers in a lock yield to just one 
key, only one set of specifications in the grind- 
ing wheel will get best results on a casting, 
with its own set of unique qualities. It is the 
differences in iron or alloy, the size and shape of 
casting, quantity of stock removed, type of 
grinder, results wanted from grinding, etc., that 
prevent one “key” from fitting job after job. 
Changed specifications in the work call for 
changed specifications in the wheel used. 


This is why the “job-fitting’” service you 
get with Besly-Titan Abrasive Wheels and Discs 
makes them the outstanding buy for foundries. 


Besly-Titan is organized to diagnose your 

needs, prescribe the wheel that will perform best 

on a given job, and supply you on a few-days- 

delivery schedule. Use the coupon below, 

or write, to secure all details on formula 
recommendations and Trial Order Plan. 


BESLY-WELLES 
CORPORATION 


wes (Established as Charles H. Besly & Co. in 1875) 
20 No. Wacker Drive ¢ Chicago 6, Illinois 


Representatives in principal cities 


ed BESLY- 
TITAN 


BESLY-WELLES CORP., Dept. F, 20 No. Wacker Dr., Chicago 6, Ill. 
(Established as Charles H. Besly & Co. in 1875) 


r= 
I 

| {_}] Please send details of Besly-Titan ‘‘Job-Fitted’’ 
"Wheel Service. 

| 

| 

| 

| 


{_] Also tell about Trial Order Plan. 
Name___ 


Foundry _ 


Address 









Zone__State____ 
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“We cut fuel costs in half!” 








CONTROL DATA 








LINING MAX. FUEL CONSUMPTION CONTROL 





100 to 150F Overshoot of 


Ordinary Firebrick Critical Pouring Temp. 


1,000,000 BTU/HR 





No Overshoot of Critical 
Pouring Temp. 


B&W insulating 


Firebrick 500,000 BTU/HR 

















THE CHART ABOVE shows how B&W Insulat- 
ing Firebrick slashed fuel bills by 50% and pro- 
vided close temperature control when 
used in place of ordinary firebrick in a crucible 
type furnace melting magnesium. Similar sav- 
ings were also made on identical units melting 
aluminum. e The reason for this superior per- 
formance is that lightweight B&W Insulating 
Firebrick store and conduct less heat, thus pro- 


it was 


KAOCAST FLOOR TAKES PUNISHMENT 


" vide faster heating up time and lower fuel con- 


sumption. These brick also respond rapidly to 
changes in heat input, assuring excellent tem- 
perature control, 


The defense plant expansion program has created un- 
precedented demands for B&W Insulating Firebrick. It is, 
therefore, necessary to anticipate your requirements as 
far in advance as possible. 





BABCOCK 


In this same furnace, a floor of B&W Kaocast, the 3000 degree refractory 
castable, withstood the spillage of crucibles . . . eliminated the need to 


renew the floor every time a crucible was replaced. 


NsB 
Sy 


B&W REFRACTORIES PRODUCTS —B&W Alimul Firebrick * B&W 80 Firebrick * B&W Junior Firebrick * B&W Insulating Firebrick 
B&W Refractory Castables, Plastics and Mortars * OTHER B&W PRODUCTS—Stationary & Marine Boilers and Component Equipment.. 


Chemical Recovery Units . . . Seamless & Welded Tubes . .. Pulverizers... Fuel Burning Equipment... Pressure Vessels... Alloy Castings 
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FOR 
FASTER PRODUCTION 
OF 
FINER-FINISH CASTINGS 


p wouer coat! 


- 
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DELTA Permi-Bond (seacoal replace- 
ment) 

Sand Conditioning Oils 

96°B Sand Release Agent 


DELTA Core & Mold Washes for steel, 
malleable, gray iron and non-ferrous 
metals. 

Mudding and Patching Compounds 
No-Vein Compound 

Dri-Bond Binder 

Core Rod Dip Oils 

Sand Conditioning Oils 

Core Oils 

Partex 

Liquid Parting 

Bondite 








DELTA Core & Mold Washes for steel, 
malleable, gray iron and non-ferrous 
metals. 

Partex (Nut Shell Parting ) 

Liquid Parting 

Spray Binders 

Bondite 


The quality and uniformity of 

DELTA SPECIALIZED FOUNDRY PRODUCTS 

are laboratory controlled to insure consistent results in use. 
Liberal working samples, together with 


complete instructions for use will be sent to you without 


cost or obligation. WRITE TODAY. 


DELTA OIL PRODUCTS CO. 


MANUFACTURERS OF 
SPECIALIZED FOUNDRY PRODUCTS 


MILWAUKEE 9 ° WISCONSIN 
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» Each of these machines is a star performer in 
its own right. Working together, they’re un- 
beatable for keeping cope and drag produc- 
tion in near-perfect balance. 


ROLLOVER FEATURES — completely power 
operated; shockless machines completely port- 
able up to 1000 Ib. capacity; new jarring end 
designed for peak effectiveness; plain jar or 
shockless jar (absolutely shock-free); plate- 
locking device to stop all plate wobble or 
“secondary jolt’; quick change-over plate to 
protect against varying work; double air- 
operated clamps for top speed operation; 
internal jarring valve; complete cycle of oper- 
ations in the fractional part of a minute. 


JAR FLASK LIFT FEATURES — available in 
stationary or portable models; plain or shock- 
less jar; adjustable flask lift pins to cover a 
wide range of flask lengths and widths (see 
diagram); Tabor’s famous air-on-oil draw; 


working access from three sides. 


PUT THEM TOGETHER IN YOUR FOUNDRY 
—and you have a team with ability and flexi- 
bility. They'll roll where you want them—meet 
critical schedules in the production shop— 
put high-production features into short-run 
work in the jobbing shop. And—traditional 
with Tabor—give long life at low up-keep. 


fide 


Cope 


Size of Machine 

Capacity—80= Air 

Patt. Draw.—Plain Jar; Oil Controlled 
Patt. Draw. —Shockless; Oil Controlled 
Height Table from Floor —Portable 


Height Table from Floor—Stationary 


Weight Shockless Jar 


Weight Plain Jar 


22"" = 32" 
600+ 
10"' 

9" 
28"' 
26"' 

2600# 
1900+ 


30" x 42 
1000= 
+2" 
12° 
32" 
30'4 
4000= 
2700= 


FOUNDRY 








Sizes of Length of Pattern Max. Space for 
Size of Rollover Board when using Height Plate over-all depth of 
Machines Plates Flask Clamps from Floor Flask, Pattern Capacity 
Board and {Ibs.) 
Width! Length; Min. Max. Plain | Shockless| Bottom Boards 
Jar Jar 








22"' 42'' s6'‘ 43'' 25" 29" 7%" 





30"' 40” 20"' 53"' 2014" 






































MODER 
— 


YOUR PRESEN 


YOu 


instal} to grees 


al] of 


J ° 
Quick Shange-ove 
r 


“nd double clamps 
SINCE 1884 MANUFACTURERS OF FOUNDRY MOLDING MACHINES 
6225 TACONY STREET @ PHILADELPHIA 35, PENNA. 


Export Department, 765 Drexel Bldg., Phila. 6, Pa. 
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AIRCO MACHINE sisi cir 
GAS CUTTING rics sete tg 


Cutting risers with an Airco gas cutting machine saves time. 
greatly decreases grinding and/or machining—and by reduc- 
ing operator fatigue, it increases and speeds-up production. 

Here, for example, is illustrated a simple machine set-up 
that permits fast, accurate riser cutting. Using an Airco 
Radiagraph, the casting — measuring 105” in diameter and 
5” in thickness — is trimmed at a speed of 5” per minute. 
More important, the Radiagraph cuts so close to final ma- 
*hining specifications that slow expensive machine work or 
grinding is eliminated, and a costly production bottleneck 


iemonstrates the advantages of 

y machine gas cutting. Airco gas 

adaptable to any cutting require- 
or bevel-edge cuts. 

wr yr ~h; . 

IW mMacnine gas 

e processes can 

foundry operation, call or 

oday. Top photograph shows the simple set-up that makes easy work of a 


+ 


tough job. Above you see the clean, accurate cut, ready for machining 


Air REDUCTION 


AIR REDUCTION SALES COMPANY + AIR REDUCTION MAGNOLIA COMPANY 
AIR REDUCTION PACIFIC COMPANY 
REPRESENTED INTERNATIONALLY BY AIRCO COMPANY INTERNATIONAL 


Div f of Air Reduction Con pany, Incorporate 


Offices in Principal Cities 





or VEW sTROMAN. 


REVERBERATORY FURNACE FOR 
COPPER ALLOYS or IRON: 


e Ee Ee | 


| WONT A 5 . 


ria Yar Wo : 2 oe ! m: 











Stroman “JC” Reverberatory Furnaces 
are built on the same basic ideas as the 
“air furnace” except that it is smaller 
— —___ and tilts instead of taps to pour... 
FRONT VIEW UL MELTING TIMES are the lowest known, 
ranging from 15 minutes to 22 hours 
according to size of furnace and charge. 
It is excellent for COPPER BASE ALLOYS of 
low zine content (containing not over 
7% zinc). For such alloys, no more 
economical method has ever been devised 
for handling, melting, maintenance, 
charging, pouring and fuel consumption . . . 
and you can switch from one alloy to 
another without contamination. Castings 
produced from the “JC” are of 
excellent grain structure and free from 
porosity. Metal loss is lowest of any other 
type furnace. IRON MELTING . . . These 
furnaces will bring cold charges of iron 
up to casting temperatures of 2800° F., or 
they may also be used as a holding 
furnace of metal from a cupola. The “JC’ 
is also highly recommended for special 
heats as well as production work. It has a 
decided advantage over a cupola 
in that it can be used for 6 to 8 successive 
- heats a day. Cupolas cast just once a day. 
REAR VIEW sy This enables a foundry to operate 
in slow times as a full crew is not necessary 
for ample production. These furnaces 
are gas, oil or combination gas-oil fire. 
They are automatically tilted and handle 
their metal perfectly. For greatest speed 
of melting and utmost economy investigate 
the Stroman “JC” Reverberatory . . . it will 
open the door to greater profits for you. 





Write for full information 
and specifications today. 


CROSS SECTIONAL VIEW THRU LENGTH CROSS SECTIONAL VIEW THRU WIDTH 
Printed in U.S.A 


ROMAN FURNACE & ENGINEERING CO. 


DiviStOn OF 


THE PETERSEN OVEN CO. 9900 FRANKLIN AVE. FRANKLIN PARK, ILL. 
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Above: The electric 
furnace section of 
Baker Perkins foundry 
at Saginaw, Michi- 
gan. Left, Type LFA, 
350 Ib.; right, Type 
AA, 1000 Ib. 


Left: Casting for 
machine tool base, 
produced by Baker 
Perkins. 


A battery of Baker Perkins dough mixers, one equipped 
with dough trough elevator. Baker Perkins also manufac- 
tures mixing machinery used in processing of candy, 
chewing gum, cold creams, paints, soap, tooth paste, and 
many other products. 


FOUNDRY 











Brough to vote | 


These 22 year old Detroit 





eae S 
ROckINe Electric 


Furnaces produce high-quality iron 


melts every working day... 


baker Perkins, Inc., makes bakery machinery and chem- 

al mixing machinery, and produces castings for other 
anufacturers. To supply the company’s needs for a 
ariety of special iron and steel melts, there are two 
Detroit Rocking Electric Furnaces in the foundry. 


hese two furnaces are 22 years old, and they still turn 





utefficient melts of nickel irons and steels day after day. 





recise control of analysis is one of the outstanding 





aracteristics of Detroit Electric Furnaces. The melt is 





pletely homogeneous because of the rocking action. 
here’s no carbon pick-up from electrodes, since they 
e free of the bath at all times. 

















yped 
sfac- 
ndy, 
and 


UNDRY 


emperature control is extremely accurate, too. A 
sired melting cycle can be established and closely 


ister melts, better melts it 





~ VR 
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ee 









a) 


followed through melt after melt, resulting in fast, most 
efficient operation. 


Detroit Rocking Electric Furnaces bring economies to 
the foundry floor through optimum use of power, mini- 
mum heat loss, less metal shrinkage, more heats per 
working days, reduced out-of-production time because 
of longer refractory wear and easy shell replacement. 


Furnace capacities—for ferrous and non-ferrous melting 
—range from 10 to 4000 pounds, and are individually 
designed to meet your plant’s electrical specifications. 


Get the advantages of Detroit Rocking Electric Furnace 
operation in your plant. Outline your operating needs 
and we'll show you how these furnaces can help you. 


Write today! 


| COCKING ACTION DOES IT! 





AS) NN 





DETROIT ELECTRIC FURNACE DIVISION 


KUHLMAN ELECTRIC COMPANY, BAY CITY, MICHIGAN 


Foreign Representatives: in BRAZIL—Equipamentos Industrias, “Eisa’ Ltd., Sao Paulo; CHILE, ARGENTINA, : 
PERU and VENEZUELA: M. Castellvi Inc., 150 Broadway, New York 7, N. Y.; MEXICO: Cia Proveedora de "_NiQmEEIy 89 com - 
Industrias, Atenas 32-13, Apartado 27A3, Mexico 6, D, F., Mexico; EUROPE, ENGLAND: Birlec, Ltd., Birmingham. : S 
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ONE SOURC 


SSO AAT RMI RR ENE FS AAT PI CL A A SA CS TT ee TE ee | comntere 


... for EVERY TYPE of abrasive inti 











STRAIGHT WHEELS CUP WHEELS RUBBER-BUSHED STRAIGHT WHEELS “MX” DISCS AK 


... used on EVERY TYPE of porta 

















REDUCING WELDS ROUGH GRINDING SMOOTHING EDGES 
Straight Wheel Rubber-Bushed Straight Wheel “MX” Depressed Center Wheel or Dis 
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Carborundum” and “MX” are registered trademarks which indicate 
manufacture by The Carborundum Company, Niagara Falls, New Yor 
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ROUGH GRINDING DEBURRING POLISHING AND FINISHING 
ve Di Cup Wheel “MX” Wheel or Cloth Disc Cloth Sleeve 
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offers ALL abrasive products...to give you the proper ONE 
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“The Wheels You Design” 


In effect, your requirements design the Manhattan Snagging Wheels 
you buy. They are custom-tailored for your castings and grinding con- 
ditions. Hardness and composition, size and type of abrasive and_ the 
bond to be used are all specified after careful analysis of what vou need. 


Phe result — vou remove more metal faster at lower cost. 


For swing frame grinders, stand grinders and portable grinders let 
Manhattan abrasive wheel engineers custom-tailor the right snagging 


wheels for the job. 


WRITE TO ABRASIVE WHEEL DEPARTMENT 


MANHATTAN RUBBER DIVISION — PASSAIC, NEW JERSEY 


RAYBESTOS-MANHATTAN, INC. 
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Flat Belts V-Belts Conveyor Belts Hose Roll Covering Tank Lining Abrasive Wheels 








Other R/M products include: Industrial Rubber e Fan Belts e Radiator Hose e Packings @ Brake Linings e Brake Blocks 
Clutch Facings @ Asbestos Textiles @ Sintered Metal Parts @ Bowling Balls MR-82 
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A complete report on Timken’s 
use of ‘‘PAYLOADERS”"’ for bulk 
material handling is found in 
Vol. 1, No. 3 of INDUSTRIAL 
HANDLING. Copy of this is 
available for the writing. Liter- 
ature on any of the ‘“PAY- 
LOADER" models is also avail- 
able, without obligation: the 12 
cu. ft. Model HA, the 15 cu. ft. 
Model HAH, the 12 yd. HE, the 
¥, yd. HF, the 11%, yd. HY or the 
big 4-wheel drive Model HM, 


1952 








At Timken Roller Bearing Company,* three men, with hand shovels and 
wheelbarrows, used to work hard for 20 hours to unload a 50 ton car of heavy 
lump ferromanganese. Now, one man on the “PAYLOADER” tractor-shovel 
does the job easily in 5 hours — so that unloading time is reduced 75% and 
manhours are reduced 91%. This is only one example in hundreds where 
the “PAYLOADER” has effected amazing savings in time, labor, and costs 
... in loading, unloading, transporting, piling, spreading, and dumping all 
kinds of bulk materials. 

This distinctive tractor-shovel is completely Hough-built expressly for 
tractor-shovel work, with superior features that insure more production and 
satisfaction — such advantages as several speeds in BOTH directions, and 
large pneumatic tires that work on ground or floors. If you have bulk mate- 
rial handling problems “PAYLOADERS” can probably help you solve them. 
The Frank G. Hough Co., 703 Sunnyside Ave., Libertyville, Illinois. 
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BUY-WORD 
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MORE USED THAN ANY OTHER MERCHANT PIG IRON 
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@ Making MELTRITE 


Casting the molten iron 
from a blast furnace. 






PICKANDS MATHER & COMPANY 


UNION COMMERCE BUILDING » CLEVELAND 14, OHIO 


CHICAGO «+ CINCINNATI + DETROIT « DULUTH + ERIE » GRAND RAPIDS 
GREENSBORO + INDIANAPOLIS + MINNEAPOLIS + ST. LOUIS +» WASHINGTON 
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Foundry Sand Costs Can Be Cut As Low 
As 75‘ A Ton With Denver Reclamation 


You can increase your profits by using a Den- 
ver Sand Reclamation System. If your new foundry 
sand costs, delivered, are above $2 a ton, you can 
cash in on extra profits with Denver reclamation. 
Denver Sand Reclamation Systems recover sand for 
as low as 75c a ton. Many foundries prefer reclaimed 
sand for quality castings. 

Denver Sand Reclamation Systems report 
daily savings of $200 to $400 on new sand costs. 
One of the big factors of high production and low 
costs is the patented Denver Heavy Duty Sand 
Scrubber, pictured above. Bonding material and 
slime on the surface of sand grains are removed by 
attrition of grains striking one another at high 
velocity in a water and sand mix. 

Controlled recirculation without short circuit- 
ing insures complete scrubbing. Scrubbing mechan- 


Our 25th year 


1400 SEVENTEENTH ST. 
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isms are of extra heavy construction with abrasion- 
resistant rubber covered parts in areas of high 
wear. The scrubber will start on a full load—no 
sanding up on shutdowns. Water consumption is 
low. You get simplicity of installation and opera- 
tion, and an 80% to 90% recovery. 

Equipment cost for the average small foundry, 
treating 2 to 3 tons of sand an hour, is approximate- 
ly $6,250 fob factory, exclusive of drying equipment. 

Denver Equipment Company has been a leader 
in mineral flotation and recovery equipment for 25 
years. Our engineers can plan and supply you with 
all necessary equipment for a complete Foundry 
Sand Reclamation System. Find out how you can 
cut your foundry sand costs to as low as 75c a ton! 
Write, wire or phone today for test, horsepower 
and floor space data. 


DENVER EQUIPMENT COMPANY 


DENVER, COLORADO 
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High speed photograph of stream from 
new iron nozzle — note that stream con- 
centration and abrasive velocity and 
volume are fair. 


Stream from the same nozzle after three 
hours with silica sand. Outlet opening 
worn to twice original size — stream 
concentration poor, abrasive velocity and 
volume low. 


Stream from Norbide Nozzle after 404 
hours with sand — outlet diameter worn 
only 0.032’’—hundreds of hours of useful 
life remain—marked stream concentra- 
tion—high abrasive velocity and volume. 






NORTON WEAR-RESISTANT 
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IF YOU ARE LOOKING FOR longer nozzle life and 
more service per dollar cost — then it will pay you to 
examine the performance of NORBIDE* Nozzles — the 
most wear-resistant nozzles ever made. 





IF YOU WANT to decrease air consumption as much 


as 20% (over cast iron nozzles) — 


IF YOU WANT to improve blast cleaning efficiency by 
using nozzles that maintain stream contour and abrasive 
velocity for a long period of service — 


IF YOU WANT to do away with costly, time-consuming 


“down-time” brought about by short nozzle life — 


THEN INQUIRE TODAY about long-lived NORBIDE 
Nozzles, made of Norton Boron Carbide — “the hardest 
material made by man”. Write for informative bulletin 
and price list No. 543-F. 


NORTON COMPANY, Worcester 6, Mass. 
*Trade-mark Reg. U. S. Pat. Off. 
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S NORTON COMPANY - WORCESTER 6, MASS. 
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GENERAL €@ ELECTRIC 
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Blow hole in a Porosity, sand inclusion 


zinc casting. in aluminum. 





‘ 4 : He 
Microshrinkage in Slag inclusions in Gas cavitations 
magnesium casting. aluminum plate weld. in plastic rods. 





Put quality control 
on a production-line basis 


GE semi-automatic 
OX-140 provides fast, 
accurate x-ray inspection 
of large production lots 


Quality control engineers are always 
under pressure not to delay production 
schedules for testing and inspection, 
General Electric offers you x-ray inspec- 
tion apparatus that permits both speed 
and control of processes —the semi-auto- 
matic OX-140. 

This unit is designed for fast, econom- 
ical inspection of materials like alumi- 
num, magnesium, plastics, and handles 
sheets, tubes, rods — as well as cast sec- 
tions. 

Compact, flexible, fully protected and 
safe, the OX-140 features full built-in 
radiation protection without the expense 
of special rooms. “Open down’ doors 
guard against operator injury. The doors 
also automatically initiate x-ray exposure 
on closing. 

If you have an inspection problem in 
your plant, call the GE x-ray representa- 
tive near you. The OX-140 is just one of 
many x-ray units General Electric has de- 
veloped to help industry do a better job 

faster. For literature, write X-Ray 
Department, General Electric Company, 
Milwaukee 1, Wisconsin, Rm. YY-9. 





Semi-automatic OX-140 has two tables on either side that support 
pre-setup trays of parts on ball bearings. Work moves continuously 
because personnel doesn’t have to leave the room during exposure. 
One aircraft company radiographs four times as many parts with 
their OX-140 as they formerly had been able to inspect with con- 
ventional unit. Fewer man-hours are needed, 
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ANOTHER EXAMPLE OF VERSATILITY... 
10 vrav O 


HEATERS 
PROVIDE COMPLETE 
HEATING AND 
VENTILATING 

FOR HOMESTEAD 
VALVE PLANT, AT 
CORAOPOLIS, PENNA. 







Homestead Valve Manufacturing Company, makers of Hypressure 
Jenny Steam Cleaning Units, uses Dravo Counterflo Heaters three 
ways at its Coraopolis, Penna., plant. 
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n> ght Dravo Heaters maintain 
=e washing: 4°) as a 70° FE. temperature through- 
pickling’: ging an aad Ue out the 400 ft. x 100 ft. building 
painting: v minated OT which contains the plant, offices, 
create © ait condiee 44,000 lavatories and storage rooms. 
pleasans eaters supe. e-up aif The choice of gas or oil as fuel 
Dravo ¢ rempere? m ement of guarantees warm working con- 
cu. ft. © te foF replac io. ditions in spite of occasional 
pet ae fume-sade® . gas shortages in very cold 
exbaust® weather. 


DRAVO HEATERS OFFER YOU... 
LOW INITIAL COST—Users report 30% to 60% savings LONG SERVICE LIFE, LOW MAINTENANCE—Srainless steel 


over ‘“‘wet-type’”’ systems. combustion chamber eliminates refractory lining. 


SAFETY—Approved by American Gas Association, listed 
by Underwriters’ Laboratories, Inc.; Dravo standardized 


EASY INSTALLATION—Need only fuel, exhaust and elec- 


trical connections .. . no ductwork. eater : , 
safety control circuit accepted by Factory Mutual En- 
LOW OPERATING COST—Direct-fired ... burn gas or oil gineering Division. 
. readily converted ... minimum efficiency 80%. MOBILITY—Can be moved to any location. 
AUTOMATIC OPERATION—On-off or modulating con- FLEXIBILITY—When floor space is limited, can be wall- 
trols ... no constant attention needed. hung or suspended from trusses in any position. 


MAIL THIS COUPON FOR MORE INFORMATION . 


DRAVO - 





Heating Department, Dravo Corporation 
Dravo Building, Fifth and Liberty Avenues 
Pittsburgh 22, Penna. 





| would like more information about Dravo Counterflo Heaters. 
Please send me Bulletin No. EF-523-2435. 


PITTSBURGH © ATLANTA @ BOSTON @ CHICAGO e CINCINNATI Name Title 
CLEVELAND ¢ DETROIT © NEW YORK @ ST. LOUIS © PHILADELPHIA 
WASHINGTON commen 
Sales Representatives in Principal Cities Address 
Manufactured and sold in Canada by Marine Industries, Ltd., Sorel, 
Ouebec. Export Associates: Lynch, Wilde & Co., Washington 9, D.C. Cite 2 Dy eee Zone State 
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BRONZE GEARS, BUSHINGS AND BEARINGS POSSESS 
LONGEVITY UNDER CONSTANT USAGE 


Heavy duty machinery, which requires rugged mechan- 
ical endurance necessitates the use of materials, which 
must perform for extended periods of time under 
severe strains. 

The use of bronze under these conditions is a must. 
Only in bronze can be found the unusual combination 
of plasticity, durability, strength and wear resistance 


required. 


FREE . . . Write for your copy of the 8-page Lavingot Technical Journal — Vol. 8, No. 3 — 
containing an article discussing ‘‘Gates and Risers.” 








Specify—LAVIN NONFERROUS INGOT—Quality 


= Leg . : . ; - 
> oe, _ 8g ae Z 


R. LAVIN & SONS, INC. 


e Refiners of Brass, Bronze and Aluminum 
e Producers of Zinc Base Die Casting Alloys 


3426 S. KEDZIE AVENUE e CHICAGO 23, ILLINOIS 
REPRESENTATIVES (N PRINCIPAL CITIES 





FOUNDRY 








Pra a SSS Le Powe 


Tf 





oe 


XN NN Eg 


Bea © ASK 


VAN 


NE 


SERA 












































September 1952 


FOR TOUGH MATERIALS HANDLING JOBS 


Hewitt-Robins 
Vibrating-Conveyor 


Handles Anything 
a Belt Conveyor Can’? 


Faster: The Vibrating Conveyor moves a 
full pan load of material... hot or cold, wet 
or dry, lump or pulverized. . . quickly, 
quietly .. . on the horizontal — downhill — 
uphill to 10°. 


More Efficient: Won’t bog down even when 
loaded to the top of the pan—takes mul- 
tiple feeds—starts under full load —has 
feeder action—spreads surges. 


ae 





Easier To Install— Maintain: The Vibrat- 
ing Conveyor requires no heavy foundation 
because vibration in the base structure is 
kept to a minimum—needs lubrication at 


only 4 points. 


For complete facts, write for 
Bulletin No. 135. 











Saves Time: This one compact, self-con- 
tained unit takes care of your entire shake- 
out and sand removal in a single operation. 


Saves Space: Requires no more space than 
the average-size shakeout, yet it serves 5 
complete foundry functions. . . flask shake- 
out—sand screening—lump breaking—con- 
veyor feeding—tramp-metal trapping! 


Saves Money: In one jobbing foundry, 
where it normally took 8 men a total of 7 


Hewitt-Robins 
SSC Unit 


5 Foundry Operations 
with 1 Piece of Equipment 


hours to completely shakeout molds and 
reclaim sand, the entire foundry floor was 
cleaned up in just 3 hours by only 3 men 
and an SSC Unit. 


Saves Trouble: Entirely automatic... The 
Hewitt-Robins SSC Unit needs no atten- 
tion .. . just put the flask on the shakeout 
deck—turn on the power and the material 
flows smoothly from sequence to sequence 
until the Feeder Belt Conveyor discharges 
the sand. 


For complete details, write for Bulletin No. 136 


HEWITT-ROBINS ; 





STAMFORD, * 


Hewitt Rubber Division Robins Conveyors Division 
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Robins Engineers Division 








Hewitt Restfoam * Division 
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Most of the California sea lions are captured 
and shipped by the San Diego Zoo. Hun- 
dreds of them have been sent to cir- 

cuses, zoos and theatrical training 

quarters all over the world. The 

training of sea lions calls foi 

intensely patient work. Fo 

instance, it usually takes 

from six months to a 

year to teach them 

to balance a hig 

rubber ball, thet 
best known and 
favorite trick. 
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The amazing tricks of the performing seal are familiar to most of us. But it’s not 
generally known that omly one species of seal possesses the intelligence necessary 
for such performance. This is the California sea lion, found off the coasts of 
Southern California and Lower California in Mexico. 

Similarly, foundrymen seeking extraordinary performance in foundry flasks 
have been able to find it ov/y in HINEs FLAsks. Designed for efficient operation 
and built for rugged usage, HINEs FLAsks outperform all other flasks. As a matter 


of fact, they'll surpass amy type of foundry equipment in cutting costs. 


So remember, it’s no trick at all to get top performance in foundry flasks—just 


be sure to use HINES FLASKS. 








THE HINES FLASK CO., 





3431 WEST 140TH STREET, CLEVELAND 11, OHIO - TELEPHONE: ORCHARD 1-2806 
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ReTROMET Qe 


A Digest of the Production, Properties, and Uses of Steels and Other Metals 


BeBe | 





Published by Electro Metallurgical Company, a Division of Union Carbide and Carbon Corporation, 30 East 42nd 


Street, New York 17, N. Y. * In Canada: Electro Metallurgical Company of Canada, Limited, Welland, Ontario. 





Why 3 Per Cent Chrome Steel Makes 
Good Castings for Wear Resistance 


Castings of 3 per cent chromium steel 
have been used in substantial tonnages, 
for many vears, for various equipment 


parts demand ng good wear resistance. 


& 5 
~ ] 
Such castings offer an excellent com 


} 


bination — ot and toughness. 


her 


hardne SS 


[ypical applications are crusher parts 
used in rock- and ore-crushing equip 
ment, swing hammers for pulverizing 
coal, railroad switch frogs, gears, pulleys, 
sheaves, and other castings that must 


ae 
severe Conditions of wear. 


meet 





: ’ > 
standing service when cast Of 3 per 


cent chromium steel. 


[he 3 per cent chromium steels, are 
normally produced in a carbon range of 
They exhibit 
properties, 


ar to 5 pe r cent. 


excellent 


depth hardening 
which simplify heat-treatment and in 
sure uniformity throughout heavy sec 
tions. The analysis is usually modified 
by a molybdenum addition, since this 


element aids in increasing hardenability. 





Properties Improved by 
Heat-Treatment 


The best properties of 3 percent chro- 
mium steels are developed through heat 
treatment. Generally, this consists of a 
| normalizing treatment from 1650 deg. 
F., followed by tempering in a range be- 
tween 1000 and 1250 deg. F., depend- 

ing on the physical properties desired. 
| Double normalizing is sometimes used 
| t 

grain structure. With carbon on the high 


» obtain further improvement in the 


side of the specification, air-quenched 
castings show a Brinell hardness number 
of over 400 in 3-inch sections. ‘This 
hardness is practically uniform through 
out the section. Oil quenching is em 
ployed to produce higher hardness and 
depth of penetration, and even in a 
4-inch section, a hardness number of 
> Brinell is obtained. 
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Fig. 3. These curves show the response 
to tempering of a 0.37 per cent car- 
2.93 pe 
| per cent molybdenum steel previously 
normalized from 1650 deg. F. 


bon, cent chromium, 0.35 


| he steel also shows GOK id response to 
fe mpering. After a normalize and all 
deg. F, 


close to rs 


treatment, it hasa tensile strength 
oo pounds per square 
inch, with an elongation value of about 
12 per cent, and a Brinell hardness of 
about 3 When greater ductility is 


required, te mpering should be done at 








higher temperatures. However, in suc} 
instances, some strength and hardness 
are sacrificed. 





Fig. 4. Photomicrograph of 3 per cent 
chromium steel normalized from 1650 


deg. F. and tempered at 100 deg. F. 
(X250). The pseudo martensitic struc- 
ture is well suited to resist abrasion. 


Effect of Other Alloy Additions 


Molybdenum in the range from 0.30 
to 0.50 per cent will improve depth 
hardening characteristics and aid in r 
ducing susceptibility to temper brittle 
ness in the lower temperature ranges. If 
the molybdenum-bearing steel contains 
relatively high carbon (o.4o to 0.6 
per cent) additions of approximately 
0.08 to 0.10 per cent vanadium provid 
greater uniformity in hardening. Small 
additions of silicon increase strength and 
hardness and this element is sometimes 
increased to 0.80 or 1.00 per cent. Man- 
ganese is added in amounts between 

.50 and 0.80 per cent. 


Metallurgical Service Available 


When you have occasion to produce 
castings for applications involving se\ 
ere abrasion and wear, it will pay you to 
investigate the advantages of using 3 
per cent chromium steel. If you need 
help on some specific metallurgical prob 
lem, be sure to consult one of ELECTRO 


MET’S specially trained metallurgists and | 


engineers. For further information, write 


to the nearest ELECTROMET office: in| 


Birmingham, Chicago, Cleveland, D« 
troit, Los Angeles, New York, Pitts 
burgh, or San Francisco. In Canada: 


Welland, Ontario. 


a registered trade- 
irbon Corporation 


The term “Electromet’’ is 
mark of Union Carbide snd ¢ 


FOUNDRY 




















Th 
Fo 
eq 
fo 





sucl 
Ines: 


ent 
50 


lately 
OV ide 
Small 
h ana 


‘times 
Man 


ween 


ble 


oduce 
=.) 
= 


Jou te 


*\ 


ing 


need 
l, 


pro! 
CTR 


Write 


€. 


Pitt 


nada: 


UNDRY 








NO MODERNIZATION 
WITHOUT 
MECHANIZATION 





| In a 
| JEFFREY 









So Call 


ENGINEER 
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These two photos depict a 
Jeffrey-equipped Foundry. It is 
completely modernized to pro- 
vide the ultimate in plant effi- 
ciency. Our Foundry Engineers 
are generous in their desire to 
help you modernize your oper- 
ations. 


Aerators 

Bucket Elevators 
Chains 

Clamshell Valves 
Cleanarators 
Crushers 


Casting Conveyors 
Disintegrators 
Feeders 

Flask Fillers 


There must be a heap of satisfaction in having a completely-modernized adie Dtmpauiiee 


Foundry . . . a smooth-running and harmonious system. Jeffrey has the 
Paddle Mixers 


equipment . . . the engineers to help you do just that . . . provide per- Senne Semen 

formance that enthuses the owner and the foundry superintendent alike. eee 
cr 

Give us a chance to go to work for you. Sanditioners 

















MANUFACTURING COMPANY 
907 North Fourth St., Columbus 16, Ohio 


Saltimere 2 Boston 16 Cincinnati 2 Detroit 13 Houston 2 New York 7 St. Levis } 
Beckley, W. Va. Buffalo 2 Cleveland 15 forty Fort, Pa. Jacksonville 2 Philadelphia 3 = Salt Lake City 1 
Sirmingham 3 Chicage 1 Denver 2 Harlan, Ky. Milwaukee 2 Pittsburgh 22 


Jeffrey Mfg. Co. Lid., Montreal, Canada The Galion Iron Works & Mig. Co., Galion and Bucyrus, Ohie 
Sritish Jeffrey-Diamond Lid., Wakefield, England Galion (Great Britain Lid.), Wakefield, England 
jottrey-Gelion (Pty.) Lid., Johannesburg, $. A. The Ohio Moalleable tron Co., Columbus, Ohio 

The Kilbourne & Jacobs Mfg. Co., Columbus, Ohie 
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*Overcured Sections — 
present every 30’ to 40’ in all 
belts made by the flat press method. 
Only Rotocuring (continuous, non-stop 

curing) eliminates this major 
cause of belt failures. 






—BWH ROTOCURE prevents 
these fatalities — look for it in the belts you buy 


Press overlaps, inherent in belts cured by flat press 
methods, are a primary cause of early belt failure. 
The overlaps result in overcured segments 2” to 
4” wide across the entire belt because vulcaniza- 
tion is vot continuous. These 2” to 4” segments are 
double cured — and double curing weakens the 
structure! 

When you buy a BWH conveyor belt made by 
the continuous ROTOCURE process of vulcaniza- 
tion you obtain a uniformly strong belt overall. The 
weakened segments due to overlapping that sab- 
Otage operations and inflate belting costs are com- 
pletely eliminated. With continuous, endless vul- 
canization you'll be ahead four ways: 

1. In increased belt flex life — as much as 40% 
2. In elimination of mechanical distortion at the 
press ends 





3. In constant, uniform stretch 
4. In uniform, abrasion-resistant covers 

These characteristics of BWH Conveyor Belts 
mean minimum belt maintenance costs, longer belt 
life and appreciable per ton savings in the cost of 
what you convey! Ask your BWH distributor to 
show you how these highly serviceable belts can 
help you. Or write us direct.** 


**Ask him also about BWH Rotocured Transmission Belts. Because 
they permit operation at lower tensions, you are assured of longest 
possible belt life. 


DIAGRAMMATIC SKETCH OF EXCLUSIVE ROTOCURE PROCESS 
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Another Quality Product of 


Boston Woven Hose & RUBBER COMPANY 


Distributors in all Principal Cities 


PLANT: CAMBRIDGE, MASS. « P.O. BOX 1071, BOSTON 3, MASS., U.S.A. 
WAREHOUSE STOCK, 111 NORTH CANAL ST., CHICAGO, ILLINOIS 
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Melt 


more metal 
Lae per 
THIS eres et FURNACE is lined with a Norton furnace-hour 


CRYSTOLON* refractory cement, engineered to last longer on this 
particular metal-melting job. 






with refractory linings 
engineered for you 


Every time you interrupt your metal- 
melting campaigns to patch or replace 
your furnace linings, you lose production 
you never get back. 


That’s why just any refractory cement 
won’t do. You want the one cement that 
fits your requirements so exactly that it 
reduces interruptions to a minimum. 
Chances are, the one just-right cement 
hasn’t been made yet. 


That’s where your nearby Norton re- 
e fractories engineer enters your picture. 
ae Ma 


r wes i. ia He’s ready to call on Norton Research... 
THIS TILTING CRUCIBLE FURNACE has a cover and lining made pioneers for 40 years in the development 
of a Norton CRYSTOLON refractory cement. It was engineered to of special refractories for complicated 
fit this firm's individual requirements. high-temperature requirements. 


Working together, you and Norton 
Company are sure to arrive at the one 
CRYSTOLON, ALUNDUM, MAGNORITE* 
or FUSED STABILIZED ZIRCONIA 
refractory cement that fits your exact 
requirements. 

For more information about this special 
Norton service, call your nearby Norton 
refractories engineer, or write Norton 
Company, 30° New Bond Street, Worces- 
ter 6, Mass. Canadian Representative: A. P. 
Green Fire Brick Co., Ltd., Toronto, 
Ontario. 


* Trade-Marks Reg. U.S. Patent Office and Foreign Countries 


NORTON 





THIS INDIRECT ARC FURNACE 
owes much of ifs high output to its 





lining, made of a custom-engineered e 

Norton ALUNDUM* refractory cement. Special REFRA CTORIES . 

Making better products to make other products better 
NORTON COMPANY, WORCESTER 6, MASSACHUSETTS 
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A typical illustration showing 

the application of Standard 
Radius Chills and patented Adjustable 
Radius Chills. Note how the Adijust- 
able Radius Chills conform to the com- 
pound corner curves. 



















ASK FOR 


RADIUS | 
CHILLS § 


Straight Section or Adjustable 


Milwaukee straight section Radius 
Chills have been used to considerable 
advantage on straight fillets and 
edges in many leading steel foundries. 
The new patented Adjustable Radius 
Chills, with equally spaced slots so 
that sections may be cut off in one 
inch segments, fulfill the need where 
chills are necessary along the fillets 
of cylindrical, round, or irregularly 
shaped These Adjustable 


Chills have effected substantial sav- 


castings. 





ings in welding and cleaning costs. 





WRITE FOR SAMPLES AND PRICES 


Milwaukee Chaplet & Mfg. Co. 


1025 SOUTH 40th STREET * MILWAUKEE 4, WISCONSIN 
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Readers’ 


Clarifies News Release 


To THE EDITORS: 

Thanks for your clarification on 
the Associated Press dispatch. Un- 
fortunately, this is one of those cases 
Where, by withholding the name of 
the party you were criticizing, the 
innocent party, namely ourselves, fell 
victim to the criticism. 

It just happens that at this time 
Wwe are actively discussing shell mold- 
ing and, as you know, we ran an open 
press conference on June 20 to tear 
the lid off the secrecy. The AP as 
Well as the other press services were 
among those who received our gen- 
eral release, and I have already had 
a few calls in response to your edi- 
torial note asking me for the facts. 

Naturally, those who called are 
not the type of people given to the 
spreading of information until the ac- 
curacy is verified. I am a bit con- 
cerned, however, about the general 
readers who will be exposed to our 
advertisements and publicity at the 
same time they see your editorial 
remarks. If there is anything you 
can do to clarify the situation for 
your readers, it would be appreciated. 

GEORGE BLACK 

Public Relations Division 
Cooper Alloy Foundry Co. 
Hillside 5, N. J. 


Editors Note: Mr. Black is discussing an 
item entitled, ‘‘Why Tear Down?’’ which ap 
peared in the ‘‘With the Editors'’ column on 
page 10 of the July issue None of the in- 
formation contained in the newspaper dispatch 
criticized by FOUNDRY came from the Cooper 
Alloy Foundry Co. or Mr. Black. We regret 
exceedingly that anyone might have confused 
that article with the excellent releases on shell 
molding prepared by Cooper. 


* * * 


Council Closes Offices 


TO THE EDITORS: 

We are closing our offices as of 
July 11 and we reluctantly ask that 
our plate be taken out of your sub- 
scription list. 

The council would like to express 
its appreciation of your co-operation 
in sending copies of your publication 
which has been of great help to us 
in our non-ferrous scrap metal re- 
covery efforts. 

J. C. Blake, Director 
Non-Ferrous Scrap Metal 
Mobilization Council 
New York 
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Your Souree for 


PINS and BUSHINGS 


You'll find it good business to go te an old reliable flask manufacturer for your 
pins and bushings. Sterling pioneered fabricated flasks and accessories back in 
1909 and continues as a leader in the industry today. Sterling Pins and 
Bushings are made from the highest quality steel and are available in a 
variety of standard sizes to assure accurate alignment of flask sections. 
Carried in stock for immediate shipment, Special sizes can be made 
te fit your requirements, Write for Circular No. 56. 


STERLING WHEELBARROW (CO. 


MILWAUKEE 14, WISCONSIN, U.S.A, 













Hardened Steel Bushing Stub Pin in Drag Lug; 
as Installed in Flask. Bushing in Cope Lug. 
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A Contribution To Progress 


this business magazine in which he presented the following interesting 
editorial under the heading “Tardy Recognition.” 

At no period in the history of the foundry business in America have so many 
new foundries been completed as during the past twelve months, while many more are 
now in course of erection. There is one peculiar feature observable in nearly all in- 
stances—that while, a few years ago, any sort of a building, with rude and awkward 
appliances, was good enough for the foundry, it is now considered almost imperative 
to secure everything of the most modern description, foundries are planned to provide 
plenty of light and ventilation, every care being taken to ensure ease of handling and 
shipment of both the raw material and manufactured article, improved cupolas, electric 
cranes, the very latest thing in blowers, tumbling barrels, core ovens, ete., are all now 
considered necessary, while many establishments have gone a step farther, and pro- 
vided commodious washrooms, closets, etc., fitted with all modern conveniences. 

While this is only as it should be, yet to the thinking man it indicates several 
things. In the first place, the importance of the foundry business, and the fact that 
much skill ts required for its successful management and to prevent waste is now con- 
ceded, a desire to make the shop as pleasant as possible to the mo'ders and foundry 
help is apparent, with the view of increasing the output. and a knowled-e born of ex- 
perience seems to have suddenly made itself felt to the effect that makeshifts no longer 
pay, as in no other department of the iron industry can monev be as readily saved in 
proportion to the capital needed as in the foundry by utilizing the latest improvements. 


While tremendous progress has been made in foundry methods and pro- 
duction facilities since 1892, the fact remains that Editor Penton, in describing 
the modern foundry of that day, emphasized those factors which have guided 
developments in casting plants since that time. Well constructed buildings, 
good lighting, proper ventilation, the latest in equipment, and those extras which 
make for comfort of the employee continue to provide the basis for improve- 
ment of facilities to produce castings. 

As the “modern” foundry described by Mr. Penton in his maiden editorial 
soon became obsolete and was superseded by the “modern” foundry of later 
years, so will our “modern” foundry of today be replaced tomorrow by more effi- 
cient plants designed to produce better castings at lower cost. Greater needs for 
castings, partly engendered by requirements of our national emergency and in- 
creasing difficulties in recruiting sufficient manpower, will speed this transfor- 
mation. 

As FOUNDRY marks 60 years of service to a basic industry, it takes con- 
siderable pride in the part it has played in this remarkable record of foundry 
progress. By searching out and publishing information on better machines, 
materials and methods, by crusading for improvements in facilities, pract’ces 
and products, and by helping to build a pride in castings and their 
service to mankind, this publication has made a contribution to progress. 

And as tomorrow follows tomorrow, and the production of castings moves 
forward, FOUNDRY will continue its service in helping to build a bigger and 
better foundry industry. 


= IXTY years ago this month, John A. Penton published the first issue of 
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Editor 
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Fig. 1—Section of molding floor, Gorham Mfg. Co. 


Statuary to Electrouies via 


PLASTER 


MOLDING 


Fig. 3—“The Vine’ © Harriet Frishmuth, Sc. By FRANK PFISTER 


Typical bronze statuary cast by the foundry Manager 
Bronze Division, Gorham Mfg. Co. 


Fig. 4—Large 45 degree “H’’ bend, cast in brass Providence, R. | 


Fig. 5—Aluminum wave guide, 24 in. long with 


structural member cast integral 
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Fig. 2—Pouring plaster to complete mold 





HE editorial published in the February issue of 

FOUNDRY pointed out that current trends in de- 
* mand for castings closely approximated that of 
the early 1942 period when skilled foundry people 
were lost to the industry because of lack of orders 
through curtailment of civilian production. 
The Gorham Mfg. Co., Providence, R. I., saw such 
a trend developing a year ago and, having gone 
through the 1942 period, decided to see what could 
be done to keep its skilled foundry people on foundry 
production. 


The normal products of the Bronze Division, which 
includes a large statuary and memorial bronze found- 
ry as well as a large fabricating shop, consists of 
fabricated electronic micro-wave components, slip ring 
assemblies, large and small statuary, markers, tab- 
lets and sundry memorial items. 

While the bulk of the foundry production in nor- 
mal times was done in green or French sand, there 
Uso existed a plaster casting foundry which had 
) deen in operation over fifty years doing the finer 
‘ype of small statuary such as illustrated (Fig. 3). 
his type of work required the very best of foundry 
ractice and skill, and it was accomplished by the 
hlaster or gypsum mold method to the satisfaction 
nany noted sculptors the world over. The force 
) tormally used on this fine statuary was small though 
ughly skilled and flexible enough to train and direct 
activities of others as the need arose. 


xO 


he fabricating section of the division, in its elec- 
‘'ronie experience dating from early 1941, ran into 
iy difficult problems particularly in assemblies 
le of aluminum because of the narrow range of 
r zing materials then available with which to join 
umber of sections into one assembly. 
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When the problem of displacement of skilled found- 
ry people appeared, it was thought something might 
be done to combine existing fabricating and plaster 
casting know-how and apply it to the production of 
electronic or other commercial castings, thus not only 
helping the fabricating problem, but also the foundry 
personnel problem. 

It was decided to go ahead with the plaster cast- 
ing development. One happy result has been that 
not a single foundryman has been lost because of 
curtailment of civilian orders. It has, in fact, been 
necessary to increase substantially the foundry work- 
ing force. 

There were some misgivings relative to the adapt- 
ability of sand foundrymen to plaster work. These 
fears were soon allayed when the sind molder’s 
natural ingenuity demonstrated his ability to cope 
with most foundry problems if given an opportunity. 

The progression from statuary to waveguide com- 
ponents was not simple—due not only to the com- 
plexity of the new work, but also because the fine 
surface normally required on the outside of statuary 
was now necessary on the interior of waveguides. 
Sizes and tolerances which are less demanding in 
statuary became a factor of major importance in 
that waveguide tolerances in the order of +.005 are 
the rule rather than the exception. 


Change in Habits and Thinking 


It was necessary for both supervisors and molders 
to change completely their work habits and thinking 
to accomplish the successful production of the plaster 
cast work being done. The fact that results have 
been good clearly demonstrates that something can 
be done to alleviate the displacement of skilled found- 
rymen. 

Experience with fabrication of electronic 
dictated the decision to concentrate on the produc- 
tion of aluminum parts by the plaster molding proc- 
ess, although many are also being made in brass and 
bronze. It was necessary that the aluminum alloys 
used should possess high strength, good machinabili- 
ty, sound metal structure and good corrosion resist- 
ance. The elimination of distortion from heat treat- 
ment was also given consideration. 


parts 


The solid solution alloys such as Ternalloy (Apex 
Smelting Co.) and Tenzalloy (Federated Metals Divi- 
sion) were found to measure up to the requirements 
in that they are of the age-hardening type and can 
be both welded and brazed with no effect on strength 
as a result of the heat used in the joining method. 
Machinability is excellent and the grain structure 
is fine, thus providing an excellent base for polish- 
ing or buffing when needed. Alloys such as 356, 43, 
195 and others are also used where specifications 
do not permit substitution. These alloys cast well in 
plaster but, of course, are either difficult or impos- 
sible to braze and require heat treatment for maxi- 
mum strength in the case of the heat-treatable alloys. 

The casting in plaster of solid solution alloys and 
others, for that matter, requires special attention to 
gating, feeding, etc., because the mold material is an 
excellent insulator, causing the casting to have a 
much slower rate of solidification than if cast in sand. 
Also, the permeability of plaster is very low; there- 
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MOLDING 


Fig. 6—Aluminum transition flenge, 7 in. 
long and 5 in. diameter 


Fig. 7—Aluminum coupler bend, 8 in. long 


fore it is essential that all precautions possible be 
taken to provide adequate venting for the free passage 
of gases which may ke in the metal or generated 
within the mold at pouring. 

The electronic type of casting presents many prob- 
lems in successful production because of the abrupt 
changes in section, going from very thick to very 
thin, also in that dimensions and surfaces on the 
inside of the waveguide are critical. 

The bulk of such work at present is designed on 
the basis of mechanical assembly, and considerable 
co-ordination is required between the foundry and 
design engineers to make full use of the many advan- 
tages of plaster mold casting. 

The use of chills and other cooling methods is con- 
siderably more extensive than that used in sand to 
take care of abrupt section changes, and to overcome 
the high insulating qualities of the plaster mold ma- 
terial. 

Metal pouring temperatures are very critical and 
require close control. The typical pouring range is 
between 1275 and 1375°F; however, each casting 
has its own best pouring temperature whether in 
sand or plaster, but pin pointing the proper pouring 
temperature is paramount when using the plaster 
process. 

Melting the alloys is much the same as in sand, 
with dry nitrogen or chlorine being used extensively 
for degassing purposes. 

Patterns and coreboxes used at the Gorham found- 
ry are largely made of metal. Other materials can 


be used, but the accuracy required in the end product 
calls for the very best pattern and corebox equip- 
ment. 
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Fig. 8—Loading the mold drying oven 


The cost of plaster molding metal pattern equip- 
ment is generally higher than similar equipment re- 
quired for sand casting. This can be attributed large- 
ly to the closer tolerances required, and also to the 
fact that draft is not permissible on the inside of a 
waveguide section nor, in many cases, on the out- 
side of the part. This means that the patterns 
must be engineered to accomplish drawing the cores 
and patterns without the benefit of draft which usu- 
ally results in equipment much more complicated 
than ordinarily made. 

Many varieties of mixes are being used for mak- 
ing plaster cores and molds. The ultimate aim is 
to accomplish the greatest possible permeability and 
heat conductivity. Toward this end, sand, asbestos 
fibers, cement and many other ingredients are being 
added in various proportions to the plaster during the 
mixing operation. Metal casting plaster (U. S. Gyp- 
sum Co.), a combination of ingredients especialy 
blended for metal casting in plaster, is producing 
good results when instructions of the manufacturer 
are followed. Generally, it is best for each foundry 
attempting this type of casting to work out its own 
combinations and ratios of plaster to water to suit 
prevailing shop conditions with respect to molding, 
drying, nature of the work being done, etc. 

Basically, 10 parts of metal casting plaster to 16 
parts of water would be a starting point. All ingredi- 
ents should be carefully weighed, and the water used 
is more effective at a temperature of 120°F. Mix- 
ing can be done either by hand or with power equip- 
ment. Usually a round-bottom vessel similar to 
that used by bakers for mixing dough works well 
for plaster. The dry mix is always added to the 
water and allowed to soak for approximately one to 
three minutes, after which a thorough mixing either 
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Fig. 9—Drawing metal pattern from plaster mold 


by hand or mechanical means should take place im- 
mediately. Mixing should continue until the plaster 
acquires a creamy consistency, which is usually ap- 
proximately one to three minutes mechanically, or 
three to five minutes by hand. 

Pouring into coreboxes or molds should take place 
immediately after mixing as the setting-up time of 
the plaster is usually about 15 to 20 minutes. 

Cleanliness of the equipment for proper reproduc- 
tion and smoothness of surface, and a parting agent 
to prevent the sticking of the mix to pattern sur- 
faces, are of major importance. 

{mong the many parting agents, stearine appears 
to be the one most widely used. This material is 
prepared for use by melting down the stearine; 
then, after removal from source of heat, add kero- 
Ssene. Proportions commonly used are 1,-lb of stear- 
Ine to one pint of kerosene. This material is brushed 
thoroughly over the pattern surface. If brush marks 
Show, the consistency is too heavy and dilution can be 
obtained either by adding kerosene or by warming 
slightly. 

[he removal of the plaster part from the corebox 
or the pattern (Fig. 9) requires extreme care to avoid 
mirking or breakage. Patience and experience are 
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Fig. 10—Section of the drying ovens, showing molds 






PLASTER 
‘MOLDING 


necessary to break the suction created during the 
setting process. The common methods of accom- 
plishing this are through the use of gently wedging 
or prying the various pattern or corebox sections 
apart and through the use of compressed air, or a 
combination of both. Vibrating also is helpful at 
times, but care is essential in its use. 

Cutting the gates and runners, the usual mold 
cleanup and preparation for casting are done im- 
mediately after removal of the set plaster and prior 
to drying. The plaster works well in this condition, 
and conventional tools are used. 

It is helpful to allow the wet mold to air dry 
before placing it in the drying oven (Fig. 8). The 
length of air drying time depends on the nature 
of the part; however, 8 to 24 hours is the range 
being used. 

One of the most important operations in the suc- 
cessful production of plaster mold casting is that of 
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Figs. 11-12—Two views of an aluminum wave guide, 15 in. long 





Fig. 15—Pouring molten metal into plaster molds 


drying the mold. Complete dehydration is neces- 
sary to avoid generating gas causing blows, etc. in 


the casting when poured. If the drying operation 
is slighted at all, trouble can most certainly be 
expected. 


Many methods of drying can be successfully used, 
depending upon the nature of the work involved; 
however, all contain the same essentials, namely, a 
means of removing the moisture in the molds through 
circulation and a heat medium. The system used at 
the Gorham foundry consists of a series of specially 
built brick ovens with a combination recirculating 
and exhaust blower system, using oil as a uting 
medium. This system was chosen because the cast- 
ings produced are generally short-run as opposed to 
high-volume production; also, sizes and shapes art 
of such extreme variety that maximum flexibility is 
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Fig. 13—Aluminum antenna teed, 14 in. long 








Fig. 14—Aluminum antenna feed, 10 x 15 in. 











Fig. 16—Removing plaster core from metal corebox 


necessary to accommodate the various mold sizes in- 
volved. 

Electronic controls are extensively used to mini- 
mize, insofar as possible, the difficulties resulting 
irom improperly dried molds. Oven temperature is 
controlled thermostatically at 800°F during the dry- 
ing cycle, which may run a range of 16 to 36 hours, 
depending on the nature of the work load. The dry- 
ing cycle is controlled through the use of thermo- 
couples placed at strategic locations within the oven. 

fter drying, the molds are set up for pouring 
in much the same manner as dry sand molds, that 
the lapse of time between the removal of the mold 
‘ron the oven and pouring should be as short as 
possible. The ever-present possibility of picking up 
moisture is likely to be the result of slow handling 
it his stage of production. 
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As mentioned previously, melting and pouring in 
the plaster molding process is much the same as in 
sand casting. 

The use of the plaster molding process is proving 
not only very effective in the production of electronic 
parts but in others also where good surfaces, thin 
sections and close tolerances are required. Good re- 
sults are being attained in brass and bronze as well 
as aluminum. 

The original cost of castings made through the 
plaster process is generally higher than that by 
the sand process, because of the many factors in- 
volved, but the end cost should be lower when 
all factors are weighed. 

The accompanying photographs show various 
phases of the plaster molding operation and illustrate 
the type of castings being produced by this method. 


Facility and operational photographs reproduced in Figs. 1. 2. 8. 9, 
10, 15 and 16 are by courtesy of E. M. Tyler 
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Fig. 1—New Dorchester sand, crude state. 
Original luster of the grains is shown 


Sand Recla 


f% TEEL foundry operations always have been char- 
\ acterized by large scale handling of sand. Since 
\ 1 to 2 tons of new sand per ton of castings nor- 
mally are required in foundries producing large steel 
castings, the purchase, handling and storage of sand 
becomes an important cost item, and every effort must 
be exerted to maintain as low a ratio of new sand per 
ton of castings as possible, consistent with good re- 
sults. 

In any foundry operation an amount of used sand 
equal to new sand introduced into the system must be 
disposed of as refuse sand. Such a practice is waste- 
ful and is becoming an increasingly costly operation, 
especially when local fill areas become exhausted and 
off-site locations for dumping become necessary. Han- 
dling costs then rise sharply, particularly if rail facili- 
ties are involved. 

In many locations large quantities of new sand 
must be stored for use during winter months when 
sand production may be curtailed. In some instances 
sufficient storage for the total sand requirements for 
these months must be provided. New sand costs are 
increased at the pits in the winter months, and un- 
loading costs are increased greatly if sand arrives 
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Fig. 2—New grade “C” sand is washed and 
classified before delivery to the foundry 
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at the foundry tightly frozen in cars. 

Purchase of new sand in quantity is an important 
cost item even though the sand is relatively cheap at 
the point of origin. Transportation and handling costs 
frequently exceed cost of sand. Therefore, reduction 
in use of new sand is desirable for economical foundry 
operation. A marked reduction in the use of new 
sand can be accomplished best by reclamation of used 
sand. Cost of reclamation will determine amount of 
savings that can be realized. 

Deterioration of Sands in Use—Studies in the Ed- 
dystone laboratory of General Steel Castings and at 
the University of Kentucky on the SFSA Research 
Project have shown that after being compounded into 
mold and core sand mixes and after being in contact 
with molten steel, the sands do not become basically 
altered or changed, but do have different properties 
as a result of altered or changed surface character- 
istics. Sands in molds and cores below the actual 
contact area also are affected by increase in tempera- 
ture. Decomposition, distillation, condensation and 
charring reactions occur in varying degrees among 
cereal binders, lignins, starches, resins and oils which 
change surface condition of sand grains materially. 
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Fig. 3—Prior to cleaning, used sand is 
coated with clay and carbonaceous matter 
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By KARL S. HOWARD 
President 
and CLYDE B. JENNI 
Chief Metallurgist 
General Steel Castings Corp. 
Eddystone, Pa. 


This change in properties of compounded sands is suf- 
ficient to make it undesirable to re-use this sand on 
the mold and core face of subsequent molds in contact 
with the molten steel. 

One of the most important effects resulting from 


‘contact of the compounded mold or core sand with 


molten steel is the coating of sand grains with a firm- 
ly adhering film of clay binder and carbonaceous mat- 
ter. At the temperature of molten steel, water of 
crystallization of clay compounds is driven off, and 
clay or bentonite film on the grains has discinctly dif- 
ferent properties from the original binder. Car- 
bonaceous matter results from decomposition of or- 
ganic compounds present in the mix. 

If molding sands which have been exposed to molten 
steel are re-used, bonding with clays or oil is less ef- 
fective. The coating on sand grains also becomes a 


cumulative effect if sand is further re-used, the sand 


therefore becoming progressively poorer in quality for 
use in mold or core facings. 

These sands also are contaminated with metallic 
iron and iron oxides as a result of contact with molten 
Stee! and with cleaning of the castings. Further con- 
tamination results from silica flour and clays used as 
binders. All of these foreign materials lower the per- 
Meability of the sand mix, a condition which in turn 
hinders escape of mold gases. These materials also 
may form low-melting-point compounds which lower 
the sintering point of the sand mixture and thus con- 
tibite to “burnt-on’ sand and metal penetration. 
Pre-ence of these materials also may affect the work- 
abil ty of sand adversely to the extent that improper 
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ramming results, with its attendant evils of scabs, 
drops and buckles. 

A comparison of new sands in Figs. 1 and 2 with 
the coated grains of used sand in Fig. 3 shows the 
vast difference between surface conditions of new and 
used sand grains. One can easily understand why the 
re-use of the sand as shown in Fig. 3 would offer dif- 
ficulties when compounded in the same way as the 
sand shown in Figs. 1 and 2. 

However the sand grains, which are principally 
quartz, suffer little change when used, except for the 
coating phenomena previously mentioned. Therefore 
any treatment which will remove the coating com- 
pletely from the grain will restore them to their 
former usefulness. Such a treated sand becomes the 
equivalent of new sand in every respect. 

Methods of Reclamation—There are several systems 
of reclamation possible: (1) dry reclamation, (2) wet 
reclamation, (3) thermal reclamation and (4) a com- 
bination of wet and thermal reclamation. 

Dry reclamation consists of removal of fines such 
as silica flour and clays by air separation. A certain 
degree of classification is accomplished either by 
screens or by air separation. Dry reclamation has 
little effect on the coating on the grains, since this 
film is tenacious and a pronounced scouring or scrub- 
bing action is required to free the grains from the 
coating. The removal of the fines increases the per- 
meability of the sand and may raise the sintering 
point, but fundamentally the used sand has not been 
restored to the quality of new sand. 

The wet method of reclamation consists of mixing 
the sand with water with a mechanical scrubbing ac- 
tion. A considerable portion of the coating on the 
sand grains may be removed, depending upon the ef- 
ficiency of the scrubbing. The wet scrubbing is effec- 
tive in the removal of clay films, but is not totally 
effective in the removal of the carbonaceous matter. 

The product of wet reclamation usually has a gray 
appearance, some grains possessing a luster and 
others a dull appearance showing some coating. 

The thermal method of reclamation consists of heat- 
ing the used sand at temperatures of 1200 to 1500° F. 
This treatment completely removes the carbonaceous 
matter. Part of the clay coating may be removed by 
the abrasive action in the roasting furnace. The ef- 





Table I—Screen Analyses and Equivalent Re- 
claimed Products of South Jersey Sands 








DORCHESTER SAND GRADE ‘“‘C’? SAND—— 

Screen No Purchased Reclaimed Purchased Reclaimed 
Seuaies ve wes 0.2 0.4 aves ies 

Wes kien 6.6 8.4 Tr Tr 
Wiie-o) ane ére 21.4 22.2 0.2 0.8 
ee Pe 25.6 25.8 1.8 6.4 
Gea deds.14.3 25.8 25.6 13.2 18.6 
ye een 14.2 14.4 38.8 36.8 
BGes ot Oise s 4.4 2.8 35.6 30.8 
WRG ras eto ek 0.8 0.2 8.2 5.4 
ys ee 0.2 Tr 1.2 0.6 
ee = Tr 0.4 0.4 
a deekwews Tr Tr 0.4 0.2 
Total .. 99.2 99.8 99.8 100.0 
AFS Clay. 1.0 0.2 
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ficiency of the removal of the clay coating is depend- 
ent upon the type of clay used in the sand mixes and 
the scrubbing action received in the heating unit. 
Western bentonite films are more readily removed 
than fire-clay films. In general, however, the sand 
grains are not cleaned completely, and erratic results 
may be obtained, especially if fire clay is used. Fig. 5 
shows a fire-clay bonded sand which was given a 
thermal treatment; the grains still retain some coat- 
ing. 

Since wet-scrubbing is effective in the removal oi 
the clay films and thermal treatment removes the car- 
bonaceous matter, a combination of the two methods 
should produce excellent results. Fig. 6 shows a fire- 
clay-bonded sand which was treated by wet-scrubbing 
and heating. The grains possess their original luster 
and are free from practically all of the coating. This 
sand has been restored so that it is equivalent to new 
sand. Sands which have been reclaimed by this meth- 
od will show a reddish-yellow hue because of a slight 
iron stain which has no harmful effects. 

The Eddystone plant produces a range of castings 
which vary in size and weight from lightweight rail- 
road specialties to the heaviest of miscellaneous ecast- 
ings. Consequently, all types of molding media, such 
as green sand, dry sand and all-core molds are used. 
The approach to the reclamation problem, therefore, 
was to produce a product which could be used inter- 
changeably with new sand for both core and mold 
facings. 

After extensive laboratory experiments, the com- 
bined wet and thermal process was adopted as offer- 
ing the best possibility for meeting our requirements. 
It is effective in removing the coatings which result 
from the use of inorganic and organic binders. This 
is an important consideration since a trend is develop- 
ing in the industry to the use of various resin binders 
which in many instances are not water-soluble. 

Comparison of New and Reclaimed Sands — Sand 
used at Eddystone comes from South Jersey pits. Two 
grades are purchased in approximately equal quanti- 
ties, Dorchester grade, which is a crude sand, and 
grade ‘C’’ which is washed and classified at the 
source. Typical screen analyses of these sands and 
the equivalent reclaimed products are given in Table 1. 

Since sands of two different grain sizes are used in 
about equal quantity, a further requirement for the 
reclamation process is that reclaimed sand be sep- 
arated into two portions of grain size and grain dis- 
tribution similar to that of the two new sands pur- 
chased. The physical setup of Eddystone’s sand stor- 
age bins and sand-handling equipment make it manda- 
tory that the new Dorchester sand and the reclaimed 
sand corresponding to this grade be stored in the 
same bin. Likewise, the new grade “C’’ washed sand 
and the reclaimed sand corresponding to this grade 
must be stored together. 

Fig. 4 shows grain-distribution curves of the two 
purchased sands and the reclaimed sand, separated 
into the two equivalent grain sizes. The curves on 
the left are the Dorchester sand and its equivalent 
right, the 
washed sand and the equivalent reclaimed- 
indicate that the re- 


reclaimed-sand portion, the curves on the 
erade “CC” 
These curves 


sand portion. 
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Fig. 4—Grain distribution curves of the 
two new sands and of the reclaimed sands 


claimed sands can be stored indiscriminately with the 
new sands and used interchangeably in our sand 
formulation. This has been demonstrated by the Ed- 
dystone plant operation, which has been on this basis 
since the reclaiming plant was put in operation in 
1948. 

Description of the Plant—The plant was designed 
for 100 net tons daily output and when operated con- 
tinuously 7 days per week has a capacity of 3000 net 
tons per month. In service, the plant has operated at 
the rate of 110 to 115 tons per day for extended 
periods. 

Work was started in 1947, and the plant was put 
in operation in November, 1948. 

Cost of the complete installation, including neces- 
sary building, was $130,675.20. 
shaped steel building with a floor area of 2500 sq ft. 

All equipment used in this installation is standard 
and has been used in the mining and allied industries 
for many years. Service characteristics and operat: 
ing results were so well known that the hazards 
usually associated with new or experimental plants 
of this type were minimized greatly. 

Flow of the sand through the plant is shown in th 
schematic flow-sheet diagram in Fig. 7. The sand is 
received from the foundry by a belt conveyor, which 
discharges on a scalping screen to remove oversiz 
material and refuse such as paper, wood chips, as 
bestos, packing, lumps, etc. from the sand. The stor 
age bin is provided for Saturday and Sunday opera 
tion of the reclaiming plant since the foundry op: 
erates on only a 5-day schedule. This bin has a ca 
pacity of 250 tons, which is sufficient for 2 days’ op- 
eration. It has a hopper bottom over a 24-in. pal 
conveyor which runs the full length to feed the sand 
Rate of feed is governed by an adjustable gate at tht 
discharge end and by speed of the pan. 

The pan feeder discharges into a Denver agitator 
where sufficient water is added to make a concentra 
tion of about 50 per cent solids. These agitators ar 
5 ft in diam by 5 ft high and, in the center, hav: 
vertical pipe extending downward two-thirds of thi 
height of the tank. Below the bottom of the pipe i 
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a three-bladed propeller 15 in. in diam which is driven 
by a vertical shaft. The sand and the water are fed 
into the pipe; the discharge from the agitator is near 
the top of the outer shell. The circulation is quite 
rapid, and the sand receives a thorough scrubbing by 
impinging on a wear plate beneath the propeller. 
Sand and water from the agitator are pumped by 
a Wilfley pump into an Allen cone overhead. This is 
a conical tank 7 ft 2 in. in diam by 7 ft 9 in. high, 
provided with a float-controlled discharge valve in the 
bottom. As the sand settles, it is discharged from 
the bottom, while the sludge and dirty water over- 
flow a circular weir at the top. Use of the cone at 


this point relieves the system of a large amount of 
sludge after the initial scrubbing and results in more 





Fig. 5—Fire-clay bonded sand still has 
some coating foliowing thermal treatment 





Fig. 6—Wet-scrubbing and heating renews 
fire-clay bonded sand to original luster 
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efficient functioning of subsequent operations. 

Discharge from the cone is into a second agitator, 
where clean water is added to bring the concentration 
to 50 per cent solids. There the sand receives a 
second scrubbing. 

The Dorr rake classifier receives the sand and water 
from the second Denver agitator. It is type DSFR, 3 
ft wide by 21 ft 8 in. long, with a 20 ft deck exten- 
sion and deep pusher. The trough of the classifier is 
set on a slope of 21% in. per ft and receives the sand 
and water at the lower end. Action of the pushers, 
which operate at 18 strokes per minute, moves the 
sand up the incline by their reciprocating motion. 
Clean water in volume is introduced about midway of 
the incline section of the classifier to ‘‘back wash” the 
sand. Function of the classifier is to separate the 
remaining sludge and fines from the sand and to some 
extent to dewater it. The sand is discharged with 18 
to 20 per cent water content at the upper end of the 
classifier into an elevator which conveys the sand to 
the top of the furnace. 

The Nichols furnace is a wedge multiple hearth 
having seven hearths with an area of 881 sq ft. Out- 
side diam of the steel shell of the furnace is 16 ft 9 
in. and has a brick lining 13% in. thick which con- 
sists of 415 in. of firebrick and 9 in. insulation. Sand 
enters the center of the top hearth, and its movement 
through the furnace is accomplished by a rotating 
center shaft attached to which are two rabble arms 
for each hearth. Mounted on each rabble are several 
plows equally spaced and set at such an angle that 
as they move through the sand they plow it inward- 
ly on one hearth and outwardly on the next lower 
hearth. Top hearths remove the moisture from the 
sand, center hearths burn combustible material from 
sand grains, and bottom hearths cool the sand. Center 
hearths operate at a temperature of 1350-1450°F, and 
sand is discharged from the furnace at approximately 
900° F. The furnace is fired with bunker C oil, using 
six No. 782 Hauck proportioning-type oil burners. 
Burners are located on the third and fifth hearths. 

A horizontally revolving barrel set at a slight angle 
toward the discharge end receives the hot sand from 
the Nichols furnace. This barrel is 5 ft in diam by 
14 ft 9 in. long and re- (Please turn to page 272) 


Fig. 7—Flow of sand through the plart 1s 
shown in this schematic flow-sheet diagram 
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By BEN F. SWEET 
Superintendent 
Morse Chain Co.,, ithaca, N. Y. 


VARIATION of the knockoff riser shown in 
A the accompanying illustrations was developed 

primarily for use on blank gears and 
sprocket wheels. It has worked equally well on prac- 
tically all castings regardless of design or size. This 
particular type of riser also serves as pouring sprue 
and gate, and as an effective choke. It can be used 
on floor, bench, jolt-rollover, jolt-squeeze or any other 
type of molding operation. 

The simple core is rammed in the cope on any flat 
spot or adjacent to any heavy section or sections. 
Figs. 1, 2 and 4 show one of the simpler adaptations 
of the gate-riser core, which may be used with or 
without a center core as circumstances dictate. This 
adaptability is illustrated in Fig. 2. The center hole 
insert is interchangeable for any size from the stand- 
ard 7/16-in. tapered to 7%-in. up to the 21,-in. ta- 
pered core print for center core, for use on wheel 
hubs. The top vent on the center core is stopped, and 
the vent is taken through the drag. We use 1, 144, 
1%, 134, 2 and 214, in. When larger cored holes are 
required, the regular center insert is used. The gate- 
riser core is set to one side, and one or two holes are 
enlarged to compensate for the holes positioned over 
the center core. 

The rammed sand around the gate-riser core should 
be well vented to facilitate passage of the gas from 
the core. If a center core is present, the top of the 
vent should be stopped to prevent bubbling in the 
riser. Gas from the center core will pass off through 
the drag. On heavy castings, the large center core 
may be extended through and above the “hot top” 
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core to insure easy exit for the gas. The center core 
may be weighted or clamped down to prevent it from 
floating, as shown at Y Fig. 4. 

The core shown in Fig. 4 is used on castings up to 
about 600 lb. This core has four gate openings ta- 
pered from % to 7/16 in. and holds 25 lb of feed 


metal. This small amount is sufficient if a mildly 
exothermic powder is sprinkled on the surface and if 
the riser is touched up. With this type of gate-feeder, 
chipping and grinding operations are reduced to a 
minimum, and ratio of casting yield to metal melted 
is increased appreciably. A %-in. wood or metal peg 
centered on the hub or elsewhere locates the gate- 
riser core and prevents it from shifting during the 
ramming operation. A flanged wood cover is placed 
on top of the core to prevent it from being filled with 
sand. If more than 25 lb of metal is required, the 
riser height may be increased by ramming sand 
around a standard riser block in a small drag. 

The following core sand mixture imparts excep- 
tional green and dry strength in the thin wall cores: 
80 qt washed and dried silica sand, 9 qt core oil, 14 
qt cereal binder and 6 qt water. Mulling time is fiv: 
minutes maximum. In extreme cases a zirconite sand 
mix is used in the bottom of the cores. The bottom 
of large cores is reinforced with steel straps bent at 
an angle as shown at X, Fig. 2. These straps strength 
en the bottom while the core is green and prevent 2 
breakout when it is filled with metal. Scrap from 
punch press operations serves satisfactorily and is in- 
expensive. 

Some of the large cores are oval instead of circular 
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Fig. 1—To add strength and prev 
breakout, the bottom of a large co 
is reinforced with thin steel stro 
bent at an angle as shown in Fig, 
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Fig. 3—Gate risers on this 900-Ib 
die block were built up to a height 
of 12 in. to hold about 50 Ib each 
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Fig. 2—Some larger cores 





are oval, not circular, to 


fit between bars of cope ae 
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Fig. 4—This core is used on cast- 
ings of up to about 600 Ib and holds 
approximately 25 Ib of feed metal 


to fit between the bars in the cope. Where the cope 
bars permit, round cores are used. Obviously a round 
corebox is easier and cheaper to make than an oval 
corebox. When only a shallow cope is available for a 
heavy casting, much less molding time is consumed 
building up one area for the gate-riser combination 
than for the usual riser and runner box. 

To facilitate pouring the metal into the gate-riser 
at or near the center of a large cope, an extension 
pouring lip should be welded on the conventional ladle 
lip. This will eliminate the necessity of raising the 
ladle high enough to clear the flask side. The lip ex- 
tension should be attached at a steep angle to pre- 
vent iron from remaining on the lip and dribbling 
while moving from mold to mold. It also enables the 
ladle operator to prevent overflow. 

When the core extends above the top of the cope on 
a mold for a heavy casting made on a jolt squeezer, a 
hole is cut in the squeezer board to allow the core to 
pass through. Usually it is necessary to use higher 
cleats on the board to prevent crushing the core 
against the squeeze head of the machine. Up to 200 
lb castings have been made in 19-in.-diam special 
flasks on squeezer machines with this gate-riser 
method. Usual weights and jackets will not withstand 
the strain. In the instance cited a light weight is 
used. The center is cut out to accommodate the gate 
cre. Two bent flat steel stock clamps embrace the 
tcp of the weight and the bottom of the bottom board. 


Wood wedges pushed in by hand tighten the clamps. 


N» difficulty has been experienced with swells or run- 


outs. 
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Fig. 5—One of smaller cores holds 
about 10 |b of feed metal and has 
proved very effective in bench work 


On large rollover flasks, where the core extends 
above the top of the cope, it will be necessary to cut a 
clearance hole in the rollover board similar to that in 
the squeezer board on the molding machine. If a 
large center core is present in a fairly small hub, the 
gate-riser core can be placed off center on the hub 
and only one enlarged hole used for pouring and feed- 
ing. The cope core print is omitted, and the center 
core is cut flush with the top of the hub. The gate 
core holds the center core firmly in place. 

A 900-lb die block, a source of some trouble in the 
past, was made with two cores as shown in Fig. 3. 
The cores were rammed on wood drag bobs, one on 
each side, connected to the casting by an opening 1 x 
2 in. The arrangement is shown in Fig. 3. The gate- 
risers were built up to a height of 12 in., designed to 
hold about 50 lb of metal each. With this method 
it is apparent that the last and hottest metal is poured 
into the riser where it will do the most good. Chip- 
ping and grinding is held to a minimum, and the cast- 
ing yield is high. 

When melting and pouring low-carbon (3.00 per 
cent), low-silicon (1.25 per cent) iron, it is some- 
times necessary either to enlarge the feeding holes 
or to build up the riser somewhat higher than one 
would for a softer grade of iron. 

The cores may be rammed by hand, jolted on a ma- 
chine, or made on a core blower. In particularly dif- 
ficult instances, vent wax is incorporated on the core 
bottoms to facilitate escape of gas. Short pieces of 


vent wax are laid in the sand radiating outward from 
the center. 


(Please turn to page 236) 
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Fig. 1 (above)—End cores and entire 
assembly are clamped tightly by thin 
steel disks attached to pipe yoke 


Fig. 2 (right)—Sectional view of assem- 
bled mold. Not drawn to scale 


DEVELOPS NEW 
PROCESS FOR 


IFFICULTY in securing skilled foundry help 

prompted M. L. Hart, proprietor of a machine 

shop and foundry in Oklahoma City, Okla., 
to develop a new method and equipment for producing 
bushing stock castings. These castings are claimed 
to be superior in many respects to long-established 
conventional methods and equipment used where the 
molds are made in green sand and poured either in 
a horizontal or vertical position. In the method shown 
in the accompanying illustrations, the molds are 
formed in a vertical position and then filled with 
metal while in a horizontal position. 





CASTING STOCK 


The mold is a light metal cylinder 18 in. long, open 
at both ends and provided with numerous 1-in. 
vent holes. Number of cylinders and their diameters 
depend on the number and size of the bushings to be 
produced. Each cylinder is lined with core sand ap- 
proximately 1 in. thick. In the present instance 
the bushing patterns increase by 1,-in. increments 
up to 8 in. OD. Obviously, any cylinder casing, b) 
slightly changing the thickness of the sand lining 
will serve for castings in a definite diameter range. 

The molds are dried in an oven, then removed and 
assembled on a temporary bench, as shown in Fig. | 
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Fig. 3—Metal from crucible is poured into small 
sand-lined cup on top center of horizontal mold 


SHINGS 


ron the floor as shown in Fig. 3. The center core 


is located and held in place by a small ring core at 
each end. These ring cores fit tightly inside the sand 
lining in the casing. The entire assembly is anchored 


nside a’ rectangular yoke made up of four pieces of 


l-in. steel pipe welded at the corners. A disk attach- 


lent at each end engages the end core and is tight- 


ene! by turning a bolt in a small housing attached 
to ‘he under side of the end pipe. Metal is poured 


nt 


the mold through a small cup that is attached 


to ‘1e top center of the casing and lined with sand. 


ie machine on which the sand is rammed in the 











Fig. 4—A driving gear of the type used on bicy- 
cles moves the pattern up and down satisfactorily 


By J. GILBERT HILL 


casings is shown in Fig. 4. The moving item is the 
driving gear from a scrap bicycle, and is attached 
to a light column and rack by which the pattern 
for the bushing is moved either up or down. The re- 
mainder of the device also was constructed from 
scrap material. Loose rings, accurately machined, 
fit into a circular opening in the table and regulate 
the size of the desired bushing. This is a modifica- 
tion of a molding machine developed many years 
ago for molding pulley castings. As a contemplated 
improvement, the inventor plans to mount the molds 
on a dolly and pour them direct from the furnace. 
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motorist will note a landscaped park with ball 

fields and playgrounds for children at the west 
edge of Albion. Back of the playgrounds he will note 
a well kept plant, with a large sign on the highest 
point of the building telling all who go that way that 
this is the home of Albion Malleable Iron. At night 
this three-sided sign (Fig. 2) is illuminated, serving 
as twenty-mile-radius beacon for airplane pilots. 

Or, if the traveler is riding the main line of the 
Michigan Central, he will see the rear of the plant 
(Fig. 1) which is unusual in many respects. Instead 
of the storage yards for flasks and raw materials, 
which all too often cause the viewer to react unfavor- 
ably to that foundry and perhaps to the industry, the 
railroad here passes two well kept buildings, a wide 
driveway, truck loading docks and neat plots of grass. 
The traveler would not be aware that this is a foundry 
if it were not for two large signs which again proclaim 
the source of Albion Malleable Iron. All of these 
signs include the company’s trademark, a red circle 
with a white block letter A in the center. 

If the traveler had an opportunity to stop off and 
visit the plant, he would find the same meticulous at- 
tention to good housekeeping practices through the 
various manufacturing operations. Because the man- 
agement of this company believes firmly in the im- 
portance of good community and personnel relations 
and works constantly on this problem, company em- 
ployees and the citizens of the community take great 
pride in this industrial plant. 

The Albion Malleable Iron Co., organized in 1888, 
occupied a plot of ground near the center of the town, 


f) note west on U. S. 12 through Michigan, the 
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Fig. 1—Rail travelers see well kept buildings, a olot of grass, and signs 
proclaiming that the company makes malleable iron 






ENLARGED MALLEABL&I 


By FRANK G. STEINEBACH 


on which the city hall now stands. Castings were 
produced chiefly for farm implements, wagons, 
buggies, harness and bicycles. Ten years later the 
company purchased the present site, a 65-acre tract 
on Albion street, and built a small foundry at the 
southeast corner. A new foundry was built in 1906 
and 1907, with a 250 x 500-ft molding room serviced | 
by a 50-ft cranebay. This plant now houses the pres- 
ent modern molding, coremaking and melting opera- 
tions as well as service departments. 

Through the years numerous changes in practice 
were made, but the real movement toward moderniza- 
tion and mechanization started in 1937 with the in- 
troduction of numerous practices to reduce manual 
labor or improve product. These practices included 
duplex melting, mold conveyors and sand handling 
systems, monorail handling of metal, core blowers, 
gas-fired annealing furnaces and a laboratory. The 
recent completion of a new building program, adding 
120,000 sq ft of floor space for sorting, cleaning, an- 
nealing, shearing, straightening, painting and ship- 
ping operations, brings the program up to date. But 
the management of Albion never feels that the job is 
done. Therefore, plans are being developed to intro- 
duce changes which will increase output and thus bal- 
ance the capacities of the various departments of the 
plant. 
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Fig. 2—A large sign, illuminated at night, informs motorists passing on 
U.S. 12 that this is the home of Albion malleable iron 

Fig. 3—Dock has turntable with three scales and charging bucket open- 
ings where metallic charges are dropped with lift mcgnet 

Fig. 4—Four groups of molding mochines produce more thon 1500 molds 
an hour and use about 200 tons of sand in the process 
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Albion produces more than 3600 tons a month with 
single-shift operation in the molding and melting de- 
partments, around-the-clock annealing shifts, and two 
finishing shifts. Changes under consideration will in- 
crease this production rate substantially. Most of 
the malleable iron castings produced at this plant are 
for the automotive and related industries. At present 
approximately 35 per cent of the output is defense 
work. 

A genera] view of the plant layout is shown in Fig. 
7. Reading from the right, that portion of the plant 
along Albion street includes a well designed admin- 
istration building, engineering department, chemical 
and metallurgical laboratory, methods laboratory, 
pattern storage, plant entrance with personnel offices, 
first aid station and foremen’s locker room, above- 
ground storage for liquid gas and below-ground stor- 
age for fuel oil, a compressor house and a warehouse. 
Several of these departments will be discussed later. 

Xaw materials are received on sidings to the west 
of the plant, servicing the shipping, melting and core 





departments. Core sand storage is located just be- 
hind the adminiscration building on the north side o! 
the plant. Sand is discharged from the car, and car 
ried by conveyor and elevator to storage hoppers o 
250-ton capacity. From the storage hoppers the dried 
55 mesh lake sand is discharged into one of tw 
mullers. Oil, corn flour and water are added and th 
batch mulled for 7 minutes. Core sand mixes ar 
carried from the mullers to coremaking stations 01 
an electric, overhead delivery car, shown in Fig. 6 
The discharge bucket on this car can be lowered b) 
the operator to a point under the discharge chutes o! 
the mullers to receive the prepared sand. 

Many problems had to be solved in installing mod 
ern production equipment in this 1907 foundry build 
ing, due to headroom limitations and the fact one end 
of the £00-ft building is approximately 6 ft lower than 
the other. At some core blowing machines, the head- 
room is not sufficient for the normal type of hoppe1 
over the core blower, so the company has developed 
a rather shallow, circular hopper with a built-in agita- 
tor which pushes the sand to the central discharge. 
Other hoppers over blowers have pneumatic plungers 
which push the sand toward the discharge into the 
magazine of the blower. 

Cores are produced at three stations, each built 
around a vertical type core oven, as shown in Fig. 7. 
One station has five blowers, and the other two have 


Fig. 5—Conveyors carry moids from lines to pouring 
stations. 


Ladle conveyors are synchronized with 
mold conveyor to aid in pouring 
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Approximately 200 tons of sand is needed an hour 
to produce about 1500 molds. Two separate sand 
systems are employed, each equipped with two 9-ft 
sand mullers. The housing for the north sand system 
supports the sign shown in Fig. 2. Sand is carried 
from the mullers on belt conveyors and discharged 
into hoppers over the molding machines. The two 
mullers at the north end of the plant supply sand for 
the No. 4 conveyor line, which produces approximate- 
ly 50 per cent of the tonnage of the plant. This 
system has a capacity of 300 tons with a turnover of 
three hours, or nearly three times a shift. The two 
mullers at the southwest end of the foundry proper 
supply sand for molding units Nos. 1, 2 and 3. Clay 
and seacoal are dispersed in water at a central station 
and piped to the two sand systems, no additions be- 
ing made directly at the mullers. Sand from the 
shakeouts passes through screens and over magnetic 
pulleys to remove wire, chills and pieces of metal. 

Synthetic sand is produced with lake sand of 55 


Fig. 8 — Metal baskets 

on chain conveyor car- 

ry castings from the 
various shakeouts 


Fig. 9 — Castings are 

cleaned in six tumbling 

type airless blast clean- 
ing machines 


grain fineness AFS, a bond of 75 per cent western and 
25 per cent southern bentonite, and 5 per cent seacoal, 
Moisture is 3.2 to 3.6 per cent, green compression 9 0- 
10.0, and permeability 90-110. 

Molding line No. 4 consists of a power conveyor 
loop with four jolt-squeeze-rollover machines for 
drags and four jolt-squeeze machines for copes, 
Barred cope and open drag tight flasks measuring 
17 x 31 x 16-in. are used on this line. On a differen- 
tial carrier casting, the core is set into deep drag 
pockets. To handle this operation accurately, the 
company has developed a specia] core setting fixture 
which permits two cores of this type to be set ac- 
curately and quickly. Molds are poured from an ele- 
vated platform, and the ladle conveyor is synchronized 
with the mold conveyor. Over half of this mold con- 
veyor is in a tunnel under the floor, with two venti- 
lators to carry away smoke and gas. Immediately 
after pouring, the conveyor drops to the lower level, 
turns and moves along to the far end where it again 
comes to the floor level. 

Molds are pushed onto a shakeout with a pneumatic 
ram, and the flasks are placed on a powered conveyor 
to be returned to the mold machines. The castings 
are vibrated into buckets located in a pit. When the 
bucket is filled, it is released by an operator, moves 
down a slightly inclined roller conveyor to an eleva- 
tor which then moves automatically to a position sev- 
eral feet above the floor level where the bucket is 
hooked onto a chain conveyor. These buckets travel 
752 ft at a rate of 17.2 ft per minute, thus providing 
D1 minutes for cooling before arriving at the sorting 
bins. 

Molding units Nos. 2 and 3 are loops, with molds 
handled on pallets. Molding machines are located in 
the space between the two loops, and molds travel to 
pouring loops at the north end as shown in Fig. 7. 
On Unit No. 3, five 14-in. pin lift machines produce 
16-in. square copes 4 in. deep. The same type of 
equipment is used for the drags. 

Molding unit No. 2 has 12 machine stations pro- 
ducing molds in pop-off (Please turn to page 278) 
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Fig. 10—Continuous, 
radiant tube type 
annealing furnace 
provides controlled 
atmosphere 


Fig. 11—Castings are 
loaded into com- 
pony trucks for 
transportation to 
customer 


Fig. 12—Contro} lab- 
oratory provides 
melting department 
with metal analysis 
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Closeup of the casting after 
shakeout gives a good idea of 
the perfect retention of fine 
detail. Note absence of fins 





y The melt roam. Oil-fired furnaces continue to right in semicircle 


Chautauqua’s chief designer Cornell Hazen- 
berg, tops in his field, finishes a white 
metal model. On desk is a design in clay 





Close-up of modified jar-squeezer with the 
cope and drag set for squeezing operation 





Main production area in foundry reflects 
good housekeeping attitude. Chautauqua is Muct 
consistently cited for fine safety record anc 
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Much of the cleaning room equipment was designed 
built by the department's ingenious employees 
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in every phase of operations characterizes the 

foundry of Chautauqua Hardware Corp., 
Jamestown, N. Y., where intricate, ornate, finely 
etched hardware is cast in brass or bronze. The com- 
pany specializes in fine hardware for furniture and 
buildings, with former currently taking up about 75 
per cent of production capacity. 

Organized six years ago, the company today is the 
world’s second largest producer of this type of prod- 
uct, and is an important adjunct to the furniture- 
producing area in which it is located, as well as to 
the national industry. The company family now num- 
bers about 185 people—40 in the foundry and allied 
operation, 130 in tumbling, burnishing, plating, as- 
sembling, inspecting and shipping and 15 in the gen- 
eral offices. 

Foundrymen and lay persons, both of whom gener- 
ally associate bulk, heftiness and relative roughness 
with castings, are likely to view the Chautauqua found- 
ry’s products with amazement. It is a foundry where 
cope and drag sand mold techniques are employed 
to make intricately-designed castings, many types of 
which weigh only a small fraction of an ounce. Orders 
filled by the company are for from half a dozen pieces 
to large quantities requiring a solid week of produc- 
tion run to fill. 

Moreover, there is little monotony in Chautauqua’s 
business. Whereas for other foundries the basic de- 
sign of, for example, a valve body would never un- 
dergo radical changes, furniture hardware is sub- 
ject to the whims and foibles of styling, with marked 
trends occurring annually. As a result, pattern stor- 
age rooms at Chautauqua contain nearly 3000 dif- 
ferent patterns which, when projected into all possible 
combinations, almost reach an infinite number. If 
one counts only the basic 3000 patterns, the com- 
pany has developed two designs through the pattern 
stage for every working day in its six years of ex- 
istance. 

But back to accuracy and perfection as prime 
factors in Chautauqua’s operations, for, as Allen F. 
Jones, president of the company, puts it, “accuracy 
and perfection are our stock in trade from pre-sales 
to shipped order.” 

The company doesn’t wait for orders. Instead, in 
90 per cent of the cases, a staff designs and creates 
original pieces which are then sold to eminent fur- 
niture designers and producing companies. Creative 
ideas for the hardware spring from strange sources— 
a trip to Europe, a dusty library book, a New York 
antigue shop or the brain (Please turn to page 212) 


A CCURACY carried out to the ultimate degree 
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Fig. 1—Fine smooth surface and sharp- 
ness of characters on casting clearly 
identifies that made in a shell mold 








FOUNDRY s 











Fig. 2—View showing scale and sand conveyor, shell 
mold machine, and closing presses and work table 


BOUT two years ago Cooper Alloy Foundry Co., 
Hillside, N. J., began a study of the feasibility of 
applying the shell molding process to the pro- 

duction of stainless steel castings. Today the pro- 
cedure is standard foundry practice for making many 
of the firm’s high-alloy valves and fittings as well as 
other heat and corrosion resistant steel castings. The 
accompanying illustrations show various steps in the 
method as practiced in producing valves and fittings. 
Advantages claimed are increased yield and decreased 
rejects, closer tolerances and smoother surface. 

Sand used is 160 AFSS fineness and is mixed with 8 
per cent phenolformaldehyde resin, 5 per cent iron 
oxide and 0.25 per cent wetting agent. Machine used 


Fig. 4—Close-up of patterns in shell mold machine 
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Fig. 3—Sand-resin mix is elevated and discharged 
into dump box mounted on shell molding machine 


for making molds was built by Shellmold Machine 
Co., College Point, Long Island, N. Y., which incor- 
porates a dump box for the sand-resin mix, and a 
movable oven for heating the patterns and curing 
or pelymerizing the resin. Control panel permits auto- 
matic or semi-automatic operation. 

In operation the oven is moved over the pattern 
plate to preheat it to 500°F. It then is retracted and 
the plate is sprayed with a silicone release agent. Pre- 
heating requires about 4 minutes. The dump box 
containing the sand mix is moved over the pattern, 
the louvers opened to permit sand to fall, and after 
a few seconds the whole is rolled over allowing excess, 
unaffected sand to drop back into the dump box. 


Fig. 5—Mold being ejected from the pattern plate 












Fig. 7—Adhesive tape used to faster 
the mold halves together 

















Fig. 6—Removing mold from the machine. Control panel at right 


Fig. 9—Shell mold following completion 


Fig. 8—Pressure is applied by springs 


Fig. 11—Simplified pouring rack holds 12 shell molds 
Fig. 10—Mold storage racks hold over 200 molds 
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Louvres are closed and the whole assembly rolls back 
to the original position whereupon the dump box is 
raised. The oven is moved over the thin sand shell 
on the pattern plate and the heat provided by the 
oven cures or hardens the shell at 500°F in 15 to 30 
seconds. After oven retraction, the mold is ejected. 

Strips of a special adhesive tape are placed on vari- 
ous portions of the face of one half-mold particularly 
along the outer edges and between cavities, as shown 
in Fig. 7, and the other half is located in position. The 
assembly then is placed in one of two closing presses, 
shown in the foreground of Fig. 2, and in Fig. 8. 
As may be observed in the latter illustration, the 
pressure is distributed uniformly to the mold surfaces 
by springs mounted on the ends of the machine pins. 
Pressure employed is about 600 psi. 

Molds then are placed in storage racks shown in 
Fig. 10 which hold over 200 molds, or in the pouring 
rack shown in Fig. 11. This will hold 12 molds, and 
is arranged so that the molds are at a slight angle 
which permits the molten steel to flow smoothly along 
the side of the sprue rather than to drop precipitately 
o the bottom of the sprue with consequent splashing 
ind turbulence. 

Shakeout is a simple problem since the high tem- 
perature of the steel poured into the molds burns out 
the resin leaving an extremely brittle shell. Often the 
weight of the gate of castings is sufficient to break 
the mold, allowing the whole to drop to the floor, 
whereupon the castings can be picked up and for- 


Fig. 12—Molds are poured off with rapidity and ease 
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warded to the department for removal of gate and 
runner system. Surface obtained on the castings is 
quite smooth and the identification characters are 
sharp as indicated at the right in Fig. 1. 
































Fig. 13—On shakeout, brittle shell falls away easily 





Sawing 25 sq. in. per min. of 1-in. aluminum risers 
with x ¥2-in., 3-pitch buttress band at 3000 fpm 


(Right) — A precision 
type, %-in., 6-pitch 
standard band cuts 1%- 
in. sections of 90-10 
brass at 2000 fpm. 
Production time is 0.010 
minutes a cut 


(Left)\—A standard” %- 


in., 6-pitch band does 
six l-in, cuts a minute 
at 400 fpm on 2 per 
cent silicon content 
bronze castings 


All nine cuts 
these '-in. mag 
sium gates are ex 
uted in 0.018 m 
utes with a -in. 
pitch buttress be 
at 3500 fpm 
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By H. J. CHAMBERLAND 
Research Engineer 
DoALL Co. 

Des Plaines, Ill. 


tion sawing category, any gate and riser cutting 

operation on aluminum, magnesium, copper, brass 
or bronze castings is one of actual sawing, whether 
blade velocity is 5000 fpm or 100 fpm. What this ve- 
locity should be depends to some extent on thickness 
of cut, but particularly on the composition, hardness 
and abrasiveness of any of these materials. Primarily 
one should bear in mind that those metals having 
abrasive characteristics are the ones most detrimental 
to saw life. Only through proper blade selection, con- 
trol over velocities and the application at times of a 
lubricant, can the most economical relationship be- 
tween cutting rate and blade life be established. 

Overy nonferrous material reacts more or less dif- 
ferently to varying saw speeds; generally speaking, 
castings are usually softer than cold worked or ex- 
truded shapes, and extrusions are softer than rolled 
shapes. With some, a lubricant extends saw life con- 
siderably, whereas with others lubrication shows so 
little improvement as not to warrant its use. It 
should also be mentioned that three types of saw 
bands are effective to expedite the cutting of these 
materials. On aluminum and magnesium, the but- 
tress type of saw is usually preferred; however, on 
sections under %¢-in., a precision standard pitch band 
is recommended. The buttress saw has widely spaced 
teeth and provides coarse tooth construction to nar- 
row contour sawing bands, with maximum chip clear- 
ance for free and cool cutting action. 

The claw tooth is a relatively new band develop- 
ment and is giving excellent results, especially on 
sand and permanent mold aluminum castings. The 
teeth of this band are cut by a special process which 
results in a positive rake and a more acute cutting 
angle than 90°. Chips are thus produced more freely 
than by other types of tooth construction. Castings 
of brass, bronze and copper compositions react more 
efficiently to a standard pitch band. All three bands 
are of the precision type—that is, the teeth are hard- 
ened to resist long cutting periods under most severe 
Conditions. Contrary to ferrous castings that are 
friction cut, material thickness in this case is not a 
factor and is limited only by machine sawing height 
Capacity. 

Alummum and Magnesium Castings — Aluminum 
anc magnesium gates and risers are today seldom 


Ber nonferrous metals are not in the fric- 






cut at conventional speeds since the high-speed tech- 
nique is three to six times more productive. How- 
ever, various types of aluminum have more or less 
abrasive characteristics, and although the silicon con- 
tents impart wear-resisting qualities, they do render 
high speeds impractical in favor of blade life. Unless 
the degree of abrasiveness is really of concern, many 
production keymen seem to be satisfied with cutting 
rates and tool cost under dry cutting conditions and 
disregard the use of a Jubricant. 

The more severe the abrading action, the more 
thought should be given to the conventional speed 
range, for any loss in cutting rate due to lower speeds 
will be amply compensated for by increased tool life. 
The fact remains that as many as 1000 sq in. could 
be cut at conventional speeds of from 200 to 500 fpm, 
whereas the same saw would not resist 50 sq in. at 
speeds of 3000 or 4000 fpm. When cutting at low 
speeds, feeding pressure is important; it should be 
only medium at the most and preferably be under 
hydraulic work feed control for forming comparative- 
ly heavy chips. The use of a lubricant is, however, a 
pertinent factor for optimum blade performance, es- 
pecially as a chip welding preventive. 

Most magnesium castings are cut at high velocities, 
and cutting rates compare favorably with results on 
aluminum. A factor worth considering with high- 
speed band sawing is that a particular velocity will 
serve for a far greater material thickness range than 
do conventional speeds. On both aluminum and mag- 
nesium casting sections, for example, the recommend- 
ed velocity of 3500 fpm for a '%-in. thickness drops 
to only 2600 fpm for a 6-in. or thicker section. and 
this could be standardized at 2800 to 3200 fpm. Under 
conventional sawing speed procedure, at least six 
changes in velocities would be required to cover this 
material thickness range. 

Magnesium may be sawed dry, but lubricating the 
blade with a tallow stick helps materially for cooler 
cutting. The tallow need be applied only previous to 
each cut or number of cuts, depending on circum- 
stances. It is understood, of course, that the cutting 
of magnesium creates more or less of a fire hazard 
that should not be ignored. Chips and dust should 
not be allowed to accumulate on the machine table or 
any of its surroundings, and a box of dry sand close 
at hand is a low cost but (Please turn to page 220) 
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Too Much Binder in Core Sand 


Q.—We are having trouble with a radiator core for 
a furnace. This core js made in a drier approximately 
4 in. wide, 12 in. deep with 5 degree draft on the 
sides. When we use flour in the core sand mixture 
it is almost impossible to clean the sand out of the 
casting. When we use an oil sand core mixture it 
is impossible to get the core out of the drier. We 
have been told that these cores are made elsewhere 
in green sand on some form of collapsible arbors. 
If the idea is practical we should like to adopt it. 
The arbor would have to be removed from the cast- 
ing through a 5 in. square hole on one side and an 
8 in. diameter hole on the opposite side. Any in- 
formation you can give us on these points will be 
highly appreciated. 


A.—The fact that you experience considerable trouble 
in cleaning a flour-bonded core out of the casting 
would seem to indicate that you are using too much 
flour, too much molding sand, or both, in the core 
sand mixture. Since you are making the core in a 
drier, the amount of bonding material may be re- 
duced to a minimum. Cores for this class of castings 
are made just strong enough to handle when they 
are dried. 

One reason why the oil sand cores stick to the 
drier may be because you are using too much oil or 
too much water. Second reason may be because the 
oven is not operated at the proper temperature, 
450°F for oil sand cores. A third reason may be 
because the drier is not provided with vent holes on 
the bottom and sides. Present trouble may be ow- 
ing to any one or a combination of these causes. 


Collapsible arbors for green sand cores are em- 
ployed extensively in many foundries. Without a 
drawing or a more detailed description of the radi- 
ator, it is not possible to say that the idea may or may 
not be adopted in this particular instance. We sug- 
gest you mix a weak batch of oil core sand. If the 
drier has no vent holes, line the bottom and sides 
with a single thickness of newspaper. Dry the core 
with a hot fire and rap the drier before attempting to 
remove the core. 


Wants Smooth Skin on Castings 


Q.—We would like to obtain a smoother skin on the 
outside and the inside of our bronze valves made 
from 85-5-5-5 ingot and weighing from 1 to 3 Ib. 
Molds are made in No. 00 Albany sand and cores are 
made from a mixture of beach sand and the same 
molding sand. 


A.—In general it may be stated that a clean smooth 
skin on small castings results from the use of fine- 
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QUESTIONS 


grain sand in the mold. On large or heavy cast 
ings where high temperature is an important factor, 
the sand face is coated with a refractory material 
applied as a wash or in the dry state. In your 
case the castings are light and the sand you are 
using is quite suitable. It should not be necessary) 
to apply any refractory material. Appearance o! 
the casting is improved by dusting a small amount 
of flour from a cotton bag over the face of the mold. 
The flour, through a slight absorption of moisture, 
imparts a light skin drying effect, and later in the 
burning develops a protective gas which produces 
a clean surface on the casting. 

Fine-grain core sand also is required to produce 
a smooth surface inside the casting. Fortunately, 
possible combinations are available in wide variety, 
ranging all the way from an all clay-free mixture 
to a 50-50 mixture of sharp sand and a fine-grain 
molding sand. The clay-free sand also is known as 
beach sand, fire sand, sea sand, silica sand and silver 
sand. Main feature in some cores is high perme- 
ability. Clay content in molding sand addition pro- 
duces a smooth skin but reduces the permeability. 
The combination is a compromise arrived at by ex- 
periment. Plunging the hot casting in a tank of 
water serves a double purpose. It ejects the core 
violently and also improves the surface appearance. 
Cleaning the castings with sand and water in a tum- 
bling barrel is practiced to a considerable extent. 


Making Sleeves Centrifugally 


Q.—In our foundry in Argentina we are making cyl- 
inder liners or sleeves by the centrifugal casting 
process, and are having trouble in obtaining satis- 
factory castings. These come out with the outside 
surface all wrinkled and machining shows many little 
holes. Surface also is very hard and the metal ap- 
pears stratified. Sleeves are 314% in. OD. Mold is 
1040 steel, and rotates at 800 rpm; water cooling is 
used at 200°F. Machine and mold vibrate in opera- 
tion. Iron composition shows 3.30 per cent TC, 2 
per cent Si, 0.40 per cent Mn, 0.130 per cent S, and 
0.15 per cent P. Pouring temperature is 2200 F. 
We would like to know the following: Mold material, 
mold speed, temperature of cooling water, possibility 
of air cooling, mold temperature, iron temperature. 
speed of pouring, material for pouring cup or funnel. 
We use cast iron, but the iron sticks to it. Also what 
heat treatment should be used to give 220 to 240 
brinell hardness number 


A.—In looking over the information submitted we 
note that the pouring temperature of the iron is 
2200°F, the molds are water-cooled, and that you 
are having trouble with a wrinkled surface and sur- 
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face holes. It appears to us that the metal tem- 
perature given is not correct since it is only slightly 
above the liquidus for the composition involved. We 
believe that the pouring temperature should be 2400 
to 2500°F. Possibly your temperature is in that 
range, and the temperature measuring device is not 
functioning correctly. It may be that your mold is 
operating at too low a temperature. It should be at 
least 200 to 300°F and probably around 400°. We 
suggest that you try operating the mold without any 
cooling and see what difference it makes. 


As far as molds are concerned they can be made 
of cast iron as well as steel, and you could make your 
own from the same composition used for the liners. 
You might try coating the mold walls while they 
are hot, with a thin refractory coating of silica flour 
with a little bentonite or clay as a binder and per- 
haps a little sodium silicate. This will protect the 
mold surface, and the same material can be used for 
coating the pouring cups or funnels to prevent the 
iron from sticking to them. 

Your spinning speed appears to be somewhat low 
for the 3%4-in. diam tubes or sleeves, and should be 
around 1100 rpm to provide a centrifugal force of 
60G (centrifugal force times gravity). However, in- 
stead of abruptly changing to that speed, we sug- 
gest trying 900, 1000 and 1100 rpm, and observing 
results obtained as well as vibration characteristics. 
Possibly an increase in speed may decrease the vi- 
bration—and then again it may be worse. 

Plain gray irons are not too easy to heat treat 
and obtain consistent results, due to rapid changes 
within the usual transformation ranges; generally 
alloys are employed to slow down these changes. 
However, we can only suggest the procedure, and 
from that you will have to make proper adjustments 
to obtain the desired results. We suggest that you 
heat the liners to 1500°F and quench in oil, using ar- 
bors to prevent distortion, and then draw or temper 
at 1000°F. If the liners are too hard, increase the 
drawing temperature; if too soft, decrease the draw- 
ing temperature. 


Selenium Reacts with Sulphur 


Q.—In an article ‘Factors Affecting the Qualities of 
Cast Steel,” by T. N. Armstrong, which appeared in 
the December, 1951 issue of FouNpRyY, reference is 
mide to additions of selenium to cast steel. We will 
a}/preciate information on the form in which selenium 
is added, and where it is available. 


A —We suggest a study of A. P. Gagnebin’s article 
“lifluence of Selenium on Sulphide Inclusions and 
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Ductility of Cast Steel’’ which is available in Trans- 
actions of the American Foundrymen’s Society, Vol. 
55, 1947, pages 277-286. Therein he demonstrated 
that selenium has the ability to coalesce the inter- 
granular sulphides in cast steel, and thereby improve 
its ductility. In addition, selenium refines the grain 
and is a mild deoxidizer. 


Gagnebin used selenium alone in initial experiments 
and then found that a combination of selenium and 
calcium silicide decreased considerably the amount 
of selenium required. Proper amount, according to 
the author, is from 0.05 per cent Ca and 0.03 per 
cent Se to 0.10 per cent Ca and 0.06 per cent Se. 
Selenium may be obtained as the metal or as ferro- 
selenium from producers listed in the advertising 
pages of FOUNDRY. 


Prevent Burning of Magnesium 


Q.—Recently we had some calls for a material which 
is used in connection with magnesium melting to pre- 
vent the magnesium from bursting into flame while 
pouring. We understand that there are some mix- 
tures of sulphur and boric acid on the market for 
this purpose, and would like to know the proportion- 
ate parts. We also would like to know of any manu- 
facturers making such a product for distribution to 
the foundry trade. 


A.—Common practice for a long period to prevent 
“burning” of magnesium alloys during the pouring 
operations was to dust the stream from the crucible 
with finely divided sulphur by shaking it from a can 
with a perforated top similar to those used by con- 
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QUESTIONS and Answers 


fectioners for sugaring their wares. Mixtures of 
50 per cent sulphur and 50 per cent boric acid also 
were and still are being used. However, investiga- 
tion in that field led to the development of dusting 
agents formed from a mixture of sulphur, boric 
acid and ammonium fluoborate which is claimed to 
give better protection. We suggest that you write 
to Dow Chemical Co., Midland, Mich., for informa- 
tion on dusting powders and fluxes for magnesium 


alloys. 


Must Change Cupola Procedure 


Q.—A problem in our foundry is a sudden drop in 
total carbons from 3.50 to 3.20 per cent, and a fluc- 
tnation in silicon content from 1.80 to 2.34 per cent. 
These changes occur mainly around 9:30 a.m. Oc- 
casion.lly we may have it on the start of the heat 
and then again not until the second shift starts at 
3:30 p.m. During the time the drop appears our 
chill tests will increase gradually from 7/32 to 30/32- 
in. Two cupolas are used alternately and the trouble 
h»ppens with both although some days it does not. 
Our cupolas are lined to 75 in. with a smooth con- 
traction or bosh keginning about 6 ft above the 
tuyeres; at 4 ft diam is 63 in., and at 2 ft above 
the tuyeres the diam is 48 in. Bosh then expands 
gradually to 56 in. just above the tuyeres. Coke bed 
is 60 in. deep with 4000 Ib coke; ch>rges weigh 
2000 lb composed of 700 lb pig iron, 600 lb returns, 
300 Ib purchased scrap, 100 lb cast iron briquets, 300 
Ib steel scrap, 20 Ib silicon carbide, 7.5 Ib silicon 
briquets, 3.1 lb manganese briquets. Coke splits are 
225 lb. We have a hot blast unit which heats the 
air to 260 to 400°F. In charging, the bed is put in 
up to 63 in.; the iron charges put in, and the bed 
lighted by gas torches from 12:30 a.m. until 2 a.m. 
Tuyere doors are left open until 5 a.m., and closed 
except one. Blast is turned on at 6:45 a.m. starting 
off with 9000 cfm. Iron is trickling down in 4 min- 
utes, and in about 15 minutes the taphole is opened. 
In 20 minutes we usually have too much iron and 
the blast is cut back to 5000 cfm. Five or ten min- 
utes after we increase to 7000 to 9000 cfm, and then 
in half an hour we level off around 6000 cfm. Rest 
of the day we operate between 4000 and 9000 cfm. 


A.—In addition to the variations reported in the 
total carbons and silicons, we would also expect con- 
siderable difficulty in metal temperatures. The ex- 
treme variations in chills reported would almost have 
to develop because of the operating conditions men- 
tioned. 

Present practice of lighting up the cupola gives ab- 
solutely no control over proper conditioning of the 
bed, and should be completely modified. For reliable 
results the following is suggested: Place two-thirds 
of the total bed in the cupola, light off at not less 
than four tuyeres evenly spaced with all tuyere doors 
open. When the coke has been ignited properly, 
close all tuyeres and put on the blower at half 
speed until the bed is red all over. Add the remain- 
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der of the coke, and use wind or natural draft to 
burn the rest of the bed through to a hot condi- 
tion all over. Final bed height should be 60 to 


65 in. before charging. 

The coke split of 225 lb is inadequate with the 
present iron charge, particularly with the extreme 
variation in wind rates, even with hot blast. There- 
fore it is suggested that until the iron analysis and 
temperature recover to the desired levels, the coke 
splits be increased 15 to 25 lb. When recovery has 
occurred, the coke can be reduced gradually to that 
amount sufficient to produce the desired operating 
conditions. Present high chills, low carbon, etc., 
indicate an advanced state of oxidation, and re- 
turns of this material will have to be worked off 
gradually before the coke can be red"ced. Possibly 
the cast iron briquets should be eliminated from 
the charge temporarily since their use may cause 
both carbon and silicon losses and produce high chills. 
When sntisfactory melting conditions have been estab- 
lished, then additives of briquets could be made to 
determine the proper amount. 

No cupola can be operated efficiently with the ex- 
treme variaticn in amount of air you mention. If 
6900 cfm will deliver the right amount of iron for 
demands, then that should be the rate at the 
start, 1nd maintained through the heat. It must be 
rememkered that any increase in air from a given 
level will automatically burn the coke away faster 
than it can be replaced, resulting in oxidation. Con- 
versely, if the air rate is dropped from a given level, 
the bed will rise, and temperature and melting rates 
will decrease correspondingly. Unquestionably, hot 
blast on a cupola will improve materially the aver- 
age operatirg conditions. In this instance, however, 
it cannot function properly because of the extreme 
variations in air rate. 


Blowholes from Several Causes 


Q.—In or cupola lined to 48 in. exch charge is made 
up as follows: 450 Ib malleshle pig iron, 550 Ib 
purchased agricultural scrap, 500 lb shop scrap, 150 
lb steel, two carbon briquets, one silicon pig, one 
manganese briquet, one brick proprietary flux, 30 Ib 
limestone, 200 Ib coke, with four carbon briquets on 
bed charge. Coke bed is 50 in. above tuyeres. Cu- 
poli is slagged at the back. We are having con- 
siderable trouble with klowholes in our machine tool 
castings. We are wondering if this is due to the 
use of unsatisfactory material in the charge, or to 
faulty cupola operation. The holes appear in the 
side walls, in the cope, but most are in the drag. 
Sometimes we believe there are too many things go- 
ing into the cupola, and that if we increase our pig 
iron content, cut down on the foreign scrap, use the 
same amount of steel as at present, also the pro- 
prietary flux and one silicon pig per charge we could 
eliminate a lot of trouble. Would you recommend 
reducing each charge to 1000 Ib? Where can we 
secure books on cupola operation and iron mixtures? 


A.—While your cupola charge contains more than 

the usual number of items, under proper melting con- 

ditions the resulting metal should be satisfactory. 

Without the carbon briquets and the single high- 

silicon pig, the iron would be too hard to machine. 
(Concluded on page 118) 
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in the IMPROVED 
ROYER COMBINATION 


Make better castings by using better sand... 
reduce rejects due to blows, skids and surface 
inclusions by using properly conditioned mold- 
ing sand . .. sand prepared the Royer way. 


The Royer Combination. Scrap Remover and 
Sand Separator & Blender is a complete sand 
conditioning unit. Sand is loaded into the 
hopper and is then fed into a Scrap Remover 
where heavy refuse is removed. By means 
of a conveyor belt, sand then passes over a 
magnetic pulley (a recent addition to the 
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Combination) where scrap including nails and 
shot is removed. This double refuse removal 
assures you of clean, trash-free molding sand. 


Additionally, the sand is given the Royer 6- 
point sand conditioning and is discharged 
properly and thoroughly prepared, aerated 
and blended. 


Models available in 20 to 25 ton and 30 to 
50 ton capacities. Write for complete infor- 
mation. 


59 PRINGLE ST. 
KINGSTON, PA. 











QUESTIONS and Answers 


(Concluded from page 116) 


Your suggestion to increase the pig iron content and 
thus raise the silicon and carbon content and, in- 
cidentally, simplify the charging technique is quite 
feasible. Cost might be a factor in your problem. 
Which is the more expensive, the increased amount 
of pig iron or the cost of the kriquets? The metal 
may be oxidized in the cupola—some agricultural 
scrap is pretty rusty—-but we are doubtful in this 
case. 

Experience inclines us to the opinion that the molds 
or cores may be responsible for the blowholes in 
the castings. Another possible reason is cold melted 
metal. Any cupola charge containing steel must be 
melted and poured hotter than ordinary gray iron. 
Bubbles of gas or steam that might escape from 
hot metal are trapped by cold metal. 

If you have a back file of FouNpry for 1951 we 
can refer you to a complete series of articles by 
B. P. Mulecahey, entitled “‘How To Use the Cupola.” 
Recently the series was compiled into a booklet which 
may be ordered through our book department. A 
complete treatise on the subject, Handbook of Cupola 
Operation, published by the American Foundrymen’s 
Society, also is available from our book department 
for $10. 


Gate Bronze Bushings on Top 


Q.—-We are making manganese bronze bushings 5 in. 
ID, 6 in. OD, 19 in. long. We shall appreciate your 
advice on the best method for gating these castings. 


A.—The best method for gating bushing castings de- 
pends to a considerable extent on whether they are 
In this particular 
instance we should prefer the vertical position with 
A modifica- 
tion of the method may be applied where the castings 
Assuming that the 


poured horizontally or vertically. 
four patterns in an 18-in. square flask. 


are poured singly or in pairs. 
patterns already are in existence they may be adapted 
to this method by attaching a flat circular core print 
2 in. thick to the top end. This print is for the re- 
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Right—Joint face of drag; runner and cores in place 
Left—Section showing application of runner core 
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ception of a core containing the runner and 


passages. 

Detail of the runner and gates is shown in th 
tional view where B is:the runner 34 x 1 in. an 
are the four gates 44 x % in. A continuation of 
runner at a tangent joins the branch runner fo! 
in the green sand of the mold at the joint line, ‘s 
shown at A. Metal poured into a single central s 
feeds all four runners. Turbulence of the flow 
checked in the four circular runners and the m 
sinks gently through the four small gates C. 

In many instances drossy, -dirty bushings 
blamed on the metal or on the gates, when in rea 
the fault lies in the molds or in the cores. Mo 
must be rammed hard, particularly around the bo 
tom, to prevent the mold wall from straining. This 
in turn involves the use of highly permeable sand 
worked as dry as possible to permit the ready escape 
of the large volume of steam generated in a mold o 
this kind. If the steam from the mold and the gas 
from the core cannot escape readily, a commotion will 
be set up in the liquid metal and the resulting cast- 
ings will be permeated with blowholes and dross. As 
an additional precautionary measure the core should 
have a vent hole at least 1-in. in diam, and a vent 
wire should be employed to form a ring of vent holes 
around each pattern. Before the bottom board is . 
clamped in place, a shallow circular trench is scooped 
in the sand with passages from the trench leading t: 
the outside of the flask. 


Wants Dimensions for Cupola ) 


Q.—-We are interested in building a new cupola hav- 
ing an inside diam of approximately 32 in., and 
would like to have complete specifications for on‘ 
of standard design. This, of course, would have to 9 
include thickness and diameter of shell and windbox; 
height of stack; size, shape and location of tuyeres 
size ond height of legs, ete. 


A.— While complete details relative to the cupola and 
its operation may be found in the Handbook of Cu- fh 
pola Operation, the following brief data may fill your 
needs: Shell for a cupola lined to 32 in. should 
be 46 in. in diam, and formed of °x-in. steel plate 
Above the charging door the thickness may be re- 
duced to 1!,-in. Windbox can be lighter gage steel 
say !,-in. thick, and may ke from 10 to 12 in. wid 
and about 3 ft high. Cupola should have six equall) 
spaced tuyeres 4!, in. high and 61% in. wide. Height® 
of the tuyeres above the bottom plate may vary ac- 

cording to the thickness of the sand bottom, and th¢ 

depth of the well or reservoir for holding the iro! 





between taps. 

Using a sand bottom 4 in. thick and a well 12 In 
deep to hold 1000 Ib of iron or two 500-lb charges 
the bottoms of the tuyeres should be 22 in. abov 
the bottom plate of the cupola. If a rear slag hol 
is used, it should be about 4 in. below the bottoms 
of the tuyeres. Height of the cupola from base plate 
to charging door may be 15 to 18 ft. Height ol 
base from floor level will depend upon the height 
of the mixing ladle placed in front of the spout, but 
we do not believe it should be less than 5 ft. 
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gas Pickling and tinning are messy, expensive — and necessary. 
will However, you can greatly reduce equipment maintenance costs 
ast- and improve plant housekeeping by making full use of these 

As National Carbon products wherever service is dirty and tough. 
ail As is well known by manufacturers of your pickling and 
shill plating solutions, only carbon and graphite and 

# impervious graphite withstand the “bite” of 
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as a chemist and later as a general 
metallurgist in the heat 
of steel. He was director of 


1946 to 1949. 


treatment 
AFS 
from 
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Julius F. Mueller, formerly foundry 


of Industry 


superintendent, Universal-Rundle 


Corp., Milwaukee, has become foundry 
Comercio e In 
Noschese,” Sao 

Mucller 


Universal-Rundle 


consultant for SA 
dustrias, “Souza 
Paulo, Brazil. Mr 


associated with 


has been 


Corp. for 42 years 
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W. A. 


ant general 


Finn has been named assist- 
sales manager of Worth 
Harrison, N. J., 
and has returned from Paris, France, 


. — 7 Corporation, 
E. REHDER has been named I 


qirector of technology and 1 


a Where he was serving as general 
search, Canada Iron Foundri: : 
luropean manager, to assume his new 


T +A M wntr »7 M1 R WW > 
As_U,, 4 AbirCal 4 I verl 
M _ duties in Harrison. A graduate of the 
graduated f1 MeGill niversity . ~ : 
] . Naval Academy in 1922, Mr. Finn 
1940 and for the last 5 vears has bes ‘s re 
served in the Navy until 1926, when 


he joined Worthington as an appli 





Technical Survey n Ottawa Ont 
t t t he Was eta 
irgist. Grinn ‘ ( Cana Lt 
ronto, Ont 
ry . . 
Carmen L. Adovasio has been ap 
) ted production and technical ad 
sor of the < sting’s VIS i i 
t Cia. Indust Del Norte 
S. A. Salt Coa 4, Mexico. For 
t ll years Mr. A vas s been 
tallurgical gineer chare of 
2 ] ? a NS 
4 bronze ys, O Brass Co 
Ma sf J 
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J. A. Handley has been named 
ee eant 17 y + VW hitir 9 
rT Harvey I M Handley, a 
oT 1ate U _— ui J. E. REHDER 
Canadian Iron director 
vas prev Sly anage! Whiting’s 
ranch plant in California. For the 
st year he has beer president alli le 
a hief executiy f f th 
any. Before joining Whiting he 
S plant engineer, Douglas Aircraft 
Long B I ( 
. ¢ * 


Horace A. Deane, formerly sperat- 





Z president of tl Bral S} 
{ 2af TY T A - 
a a ~~ 4 ‘ 4 4 a 
rake St has n elected a 
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_ F ndy \ kegor 
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Whiting Corp. president 


SSCP eee eee eee eee eee eee eee 


eeenee 


cation and sales engineer in the stea 


power division. From 1930 to 19 
he acted as New England distri: t 
sales manager, then was granted a 
leave of absence to serve with tl] 
Navy until 1946, when he rejoined 
Worthington as manager of the « 


port department. 


George J. Earl, for 23 years 


ass 


ciate commissioner of the National 
Metal Trades Association, Chicagi 
has been appointed commissione) 


succeeding Homer D. Sayre, who rr 


cently retired after 29 years in th 


position 


Frank C. Rieeks, Ford Motor Co 
Dearborn, Mich., is on special assign 
ment as a consultant to Ford Motor 
Co. Ltd. to help it and mod 
ernize its iron foundry at Dagenham 


rebuild 


its foundry op 


L22) 


England, and revise 


(Continued on page 





CARMEN L. ADOVAS!IO 
Mexico 


adviser-director, 





HORACE A. DEANE 
v. p., Muskegon foundry 
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~ Our Own Source of Coal 
Our Own Coking Plant 


Our Own Source of Ore 


vn Control of Operations 


WOODWARD 
PIG IRON 


America’s one completely 
independent and entirely inte- 
grated merchant iron producer. 


WOODWARD IRON COMPANY 


WOODWARD, ALABAMA 


Independent Since 1882 


GENERAL SALES OFFICE: 1515 First National Building * Birmingham, Alabama * Phone 54-1667 
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(Continued from page 120) 
‘rations. Mr. Riecks has been with 
Ford since 1916 when he was a 
iraftsman on plans for the Rive 
Rouge plant. He has worked on many 
if the company’s construction pri 
yrams, inc:uding some in China, Ja 


pan and France. In 1948 he was ap 





pointed manager of foundries fo) 
Ford His ost recent assignment 
Vas i a pro ect ¢ pS ee! mm con 
struct I tne ¢ Ve na f nary 

* + 7 


James F. MeClintic has retired at 


ter 32 years of service as a indry 
man with General Motors Research 
Laboratories. Mr McClintic joined 


the General Motors staff at Dayton, 


O., in 1920 after he had served as 
i ler with Standarz Foundry 
Javtor aquring§ the ur viou 
vears. When Research Laboratories 
noved rv Dayton to Detroit I 
1925 he bec i a ¢ ber ( the 
staff of the metallurgy department 
He served as foundry foreman and 
specialized in duction prob s ir 


Edward H. Platz Jr., manager of 
illoy sales, Lebanon Steel Foundry 
Lebanon, Pa., has been assign 
the Nickel Section of the 
National Production Au 
thority, Washington Mr 


loys Branch 


rragdiat } 
rpraqduated 


nic Institute in 1916 He was asso 


+ ory > , le >» ] 
from Rersselaer Polytech 


lated with the Duriron C Dayton 
O., as district manager in its New 
York, Chicago and Philadelphia of 
fices from 1920-1939, when he joined 
Lebanon Steel Foundry 





George H. Shrewsbury has been ap- 
pointed a sales representative for 
Harbison-Walker 
and assigned to the Pittsburgh dis- 


trict. Mr. Shrewsbury was formerly 


Refractories Co. 


a sales correspondent in Harbison- 
Walker's Pittsburgh office 
° ¢ . 


Thomas R. Eggert has joined 
Granite Steel Castings Corp., 


ite City, Ill., as assistant to the 


Gran- 


manager of production Mr. Eggert 


was awarded an engineering degree 





THOMAS R. EGGERT 


Granite Steel production 


by Massachusetts Institute of Tech 
nology in 1950 and supplemented his 
schooling with experience as a sand 
technician at Racine Steel Castings 
Co., Racine, Wis. For the past two 
vears he served with Steel Founders’ 
Society of America as assistant to 
the technical and research director. 


° ° . 


Dan Daily and Richard Lewis ar: 
new district representatives for Frank 
Hough Co., Libertyville, Ill. They re- 
place James Suter, who has become 
associated with Cornhusker Tractor 





DAN DAILY 
Hough sales, Midwest 


—~ 


& Equipment Co., Hough distributo; 
at North Platte, Neb. Mr. Daily wil 
work from Minneapolis and cove 
North and South Dakota, Minnesot 
Iowa, Wiscons.n and upper Michiga 
He is a mechanical engineering gra 
uate of the University of Minnesot 
Mr. Lewis will cover western Mi 
souri, Wyoming, Nebraska, Kansas 
and Colorado, with headquarters 
Kansas City, Mo. A civil engineerin 
graduate of Indiana Technical Col 
lege, he recently was associated wit} 
the Nickel Plate Railroad as a main 
tenance-of-way engineer. 

+ . + 


A, T. Peters, foundry superintend 
ent, Dow Chemical Co., Bay City 
Mich., has been made assistant man 
ager, Bay City Division of the com 
pany. A gracuate of the University 
of Wisconsin with a Master of 
Science degree in metallurgical engi 
neering, Mr. Peters joined Dow in 
1940. He was employed in various 
capacities in Dow’s metallurgical lab- 
becoming foundry 
superintendent at the Bay City Di- 
vision in 1947. C. D. Tucker, assist- 
ant foundry superintendent, has been 
1dvanced to foundry superintendent, 
and H. E. Elliott has been named as- 
foundry superintendent. Mr 


oratories before 


sistant 
Tucker, who was graduated from 
Iowa State College with a Bachelor 
of Science degree in industrial engi- 
1937. Mr 


Elliott has a Bachelor of Science de 


neering, joined Dow in 
gree in chemical engineering from 
Carnegie Institute of Technology. He 
joined Dow in 1943. 


° * e 


Dr. C. Manning Davis has been ap 
pointed head of the analytical se 
tion of the Research Laboratory, In 
ternational Nickel Co., Bayonne, N 
J. Dr. Davis was graduated from 
Mississippi College in 1938, received 


(Continued on page 124) 
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DRAGS ... MODEL 217 

This powerful machine combines jolt, squeeze, roll- 
over and pattern draw in the fastest and simplest 
possible operating cycle. The completed mold is on 
a roller conveyor which registers with a run-off con- 
veyor so that the mold is quickly pushed away from 
machine ... saves time and crane capacity. MODEL 
217 has a 24,000-pound squeeze and 1200-pound 
jolt on 80 p.s.i. pressure . . . handles flasks up to 
41 inches long and 35 inches wide. Pattern draw 
is 12 inches. TWO OTHER MODELS HAVING 
JOLT CAPACITIES OF 1000 AND 1800 POUNDS 
ARE AVAILABLE. 


for production 


COPES .. . MODEL 195 


This jolt, squeeze, pin-stripper is engineered for 
high-speed production of uniformly accurate molds 

. handles many difficult jobs with simple pattern 
equipment. Lifting pins are mounted on a rigid in- 
tegral member that is guided by two large hardened- 
and-ground guide pins. MODEL 195 has a squeeze 
capacity of 22,500 pounds and a 3000-pound jolt 
on 80 p.s.i. pressure. Jolt table measures 28 x 39 
inches, and pattern draw is 10 inches. SIX OTHER 
MODELS WITH JOLT CAPACITIES RANGING 
FROM 650 TO 3000 POUNDS ARE AVAILABLE 
IN THIS SERIES. 


FROM THE SMALLEST TO THE LARGEST... THERE’S A SPO-MILWAUKEE FOR EVERY MOLDING JOB 


Whatever your production schedule, there is a size and type to meet your 
09-31 needs. Every SPO-MILWAUKEE machine is foundry-engineered to assure (1) 
high-speed production, (2) accuracy and uniformity, (3) simple operation, 
and (4) maximum safety. These well-known qualities have made $PO the 
world’s largest supplier of molding machines! 


MILWAUKEE “4pm 





CASTINGS ARE PERMANENT 
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644) GRAND DIVISION AVENUE + CLEVELAND 25, OHIO 





Write today for 
BULLETINS No. 115 
and 110-A for com- 
plete informatien. 
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(Continued from page 
his master’s degree from Tulane Uni- 
versity in 1940 and his Ph D degree 
from University of Pittsburgh this 
year. He was in charge of the Elgin 
Watch Co. fellowship at Mellon In- 
stitute for Industrial Research from 
1947 until last July. Prior to that he 
was in charge of the analytical labora- 
tory, Fisher Scientific Co., Pitts- 
burgh, for over 5 years 

¢ ¢ ¢ 
Morris and Xarifa Bean were named 


honorary doctors of science by An- 
tioch College at commencement cere- 


monies recently in Yellow Springs, 
O. They were cited for their out- 
standing contributions in scientific 


advancement of precision casting of 
metals. Mr. Bean 
of the college foundry while a student 


became manager 


at Antioch in 1928 and, upon his 
graduation in 19380, undertook full- 
time management. In 1931 Xarifa 


Sallume was graduated from Antioch 
and, following her marriage to Mr. 
Sean, joined him in his work. She 
now heads research and development. 
General Motors bought the 
foundry from the 1940, 
and in 1945 Mr. and Mrs. Bean and 
other officers of the company bought 
back the business and have operated 
it as an independent industry. A sec- 
ond plant has been opened in Cedar- 
ville, O. 


Corp. 


college in 


° ¢ s 
R. H. Morse III has been appointed 
the Beloit, Wis.., 
Chi- 
cago, succeeding Orren S. Leslie who 


general manager of 
works, Fairbanks, Morse & Co., 


has been named manager of manufac- 


turing in Chicago. Mr. Morse, great 





ORREN S. LESLIE 
Fairbanks Chicago mgr 





grandson of the company’s founder, 
was graduated from Princeton Uni- 
versity following Navy srvice, 
joined the company in 1946. For 
several years he has been assistant 
general manager. Mr. Leslie, who 
joined the company last year, has 
been in the heavy equipment indus- 
try for over 20 years. 


and, 


* . * 

Joseph G. Risney, elected president 
of the Wisconsin Chapter of the AFS 
for 1952-53, is co-owner of Risney 
Foundry Equipment Co., Milwaukee, 
representative for International Mold- 





JOSEPH G. RISNEY 
Wisconsin AFS president 


ing Machine Co., La Grange Park, IIll., 


National Engineering Co., Chicago, 
Modern Equipment Co., Port Wash- 


ington, Wis., and Foundry Equipment 
Co., Cleveland. Mr, Risney, a native 
of Iowa there and in 
1916 moved to where he 
was a patternmaker apprentice, later 
coremaker and molder. 


was educated 
Wisconsin 


becoming a 
Following several years in 
sory positions in foundries and pattern 
shops, he joined International Mold- 
ing Machine Co., Chicago, in 1936, as 


supervi- 





representative in Michigan, later 








moving to Milwaukee where he repre- 
sented the company in Wisconsin, 
Minnesota and Iowa. In 1947, with 
his son Carl, he organized his own 
company. He was vice president of 
the Wisconsin Chapter last year. 

+ . > 


John W. Pennington has _ been 
named executive engineer and head 
of the technical department recently 
established by the Metal Products 
Division, Koppers Co., Pittsburgh. Mr. 
Pennington was graduated from Kan- 
sas State College. He was a research 
engineer and staff engineer for Cater- 
pillar Tractor Co., Peoria, Ill., from 
1939 until 1951 when he became chief 
engineer of the Piston Ring Depart- 
ment, Koppers Co. 

* + . 


Russell L. Brown has become sales 
manager of the Chicago branch of- 
fice of the Sonken-Galamba Corp., 
Kansas City, Kans. 

. * * 


George C. Houck has been elected 
to the newly created position of vice 
president for operations with Harris- 
Seybold Co., Cleveland and Dayton, 
O. He formerly was planning direc- 
tor and assistant to the president. Be- 
fore joining Harris-Seybold 13 years 
ago, Mr. Houck was with Perfection 
Stove Co., Cleveland. W. Ray Spiller, 
former chief engineer, is Harris-Sey- 


bold’s new vice president for engi- 
neering. He was chief engineer of 
White Motor Co. prior to joining 


Harris-Seybold in 1939. Ren R. Perry 
is the third of Harris-Seybold’s new 
presidents. Formerly 
sales manager, he has been elected 
vice president for sales. Mr. Perry 
first joined the firm in 1926. Harry 
A. Porter, who joined the company 
in 1906 and was made vice president 
sales in 1938, becomes 
126) 


vice general 


in charge of 


(Continued on page 





R. H. MORSE Ill 
Fairbanks Beloit mgr 


GEORGE C. HOUCK 
Harris-Seybold v. pres. 
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How DUSTUBE 
pTeED 


2 








CUPOLA 
FUME PROBLEM 















There is no atmosphere pollution from this Cup- 
ola—at the Lincoln Foundry Corp., Los Angeles, 
California. All fume is passed through a Contin- 
uous Automatic Dustube Collector where it is 
filtered so efficiently there is no visible discharge. 
The installation has received a certificate of ap- 
proval from the Los Angeles County Air Pollution 
Control District. 





OMATIC 
msroMe aves 


. chart of a Typical Dustube Cupola 
Fume Control Application 


American 
WHEELABRATOR & EQUIPMENT CORP. 
505 S. Byrkit St., Mishawaka, Ind. 





Use of synthetic filtration fabrics in the Dustube 
Collector makes it possible to handle cupola gases 
at a high temperature and the fume is separated 
from the gases with virtually 100% efficiency. The 
gases are cooled to filtration temperature by the 
evaporation of water spray. In spite of the water 
cooling, there is no evidence of condensation in 
the collector and fume is collected in a dry, free- 
flowing state. 
Lincoln Foundry’s selection of the Dustube Sys- 
tem was based on these important features: 

1. LOWER INITIAL INVESTMENT 

2. CONTINUOUS OPERATION WITH AUTOMATIC SHAKING, 

NO MANUAL LABOR 

3. REQUIRES A RELATIVELY SMALL AMOUNT OF SPACE 

4. MAXIMUM FILTER TUBE LIFE 
You can solve your cupola fume problem more 
efficiently at lower cost with a Dustube — Get 
complete details today. 


dusiube 


COLLECTORS 
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(Continued from page 124) 
Harris-Seybo:d's 
dent. Charles W. Harrold, who al.o 
joined the firm in 1906 and has been 


semor_ vice presi- 


vice president in charge of engineer- 
ing since 1947, continues as a vice 
president 


J. D. Swain and E. H,. Mangan have 
been appointed executive vice 
idents Electro Metallurgical Co., divi- 
sion of Union Carbide & 
Corp., New York. Mr. Swa:n, a grad- 
uate of joined 
the parent company in 1915. In 1927 


pres- 
Carbon 
DePauw University, 


he became vice president of Union 
Carbide Sales Co. and in 1935 vice 
president-sales, Electro Metallurgical 
Co. Mr. Mangan was graduated from 
Massachusetts Institute of Technolo- 
gy in 1913 when he joined Electro Met- 
allurgical Co.. and has been vice pres- 
ident since 1944. He is also presi- 
dent of Carbide Power Co. and vice 
president and director of 
of Union Carbide 


sidiaries in Canada 


a number! 


metallurgical sub- 


sruyn, manager, Niag- 
Hooker Electrochem- 


George J. 
ara sales office, 
ical Co., on At 
chief of the Alkalies Section, Inor- 


Agricultural Chemicals 


ug. 1 was appointed 
ganic and 
Branch of the Chemical Division, Na- 
tional Production Authority 


¢ ¢ ¢ 


J. W. Zinss has been named vice 
president in charge of operations, the 
Duraloy Co., Scottdale, Pa. Mr. Zinss, 
who has been with the company sev- 


al vears, was assistant to the gen- 





J. W. ZINSS 


r 
Duraloy vice president 





J. D. SWAIN 


Electro vice president 


eral manager and more recently gen- 
eral manager. He has had wide ex- 
perience in the foundry industry in 
United States and Europe 


¢ ° * 


Schaeffer E. Specht has been ap- 
pointed executive sales engineer, Re- 
search Corp., maker of precipitation 
equipment for recovery of dust, fog, 
fly ash and mists from_ industrial 
gases, with headquarters at its plant 
in Bound Brook, N. J. Mr. Specht 
attended Penn State College and La- 
fayette College. He was formerly 
plant engineer for C. K. Williams 
& Co., Easton, Pa., and design engi- 
neer for Penn-Dixie Cement Corp.. 
Nazareth, Pa. 


° ° e 


Arthur C. Bryan has been appo'nt- 
1 vice president in charge of sales, 
National 
Union Carbice & Carbon Corp., New 


Carbon Co., division ot 
York. Mr. Bryan was graduated from 
University of Nebraska and was asso- 
ciated with General Electric Co., 
Schenectady. In 1935 he joined Na- 


tional Carbon and was in sales offices 





ARTHUR C. BRYAN 


National Carbon sales 





E. H. MANGAN 
Electro vice president 


in New York, Cleveland, and Kansas 
City, Mo. He became general sales 
manager in 1949. 


¢ ° ° 


Eugene J. Ash, formerly connected 
with the Ohio Malleable Iron Co., Co- 
lumbus, O., now is associated with 
Conexiones Nacionales S.A., Monter- 


rey, Mexico. He was graduated from 


Heidelberg university, Tiffin, O., in 


1925, and received a master of sci 
ence degree from Ohio State univer- 
sity, Columbus, O., in 1927. From 
1927 to 1929 Mr. Ash was metallur- 
vist for Ohio Brass Co., Mansfield 
O., and then was engaged in research 
at the National Bureau of Standards 
Washington, until 1933. He joined 
the Naval Gun Factory, Washington, 
as assistant metallurgist, and in 1935 
became associate metallurgist, Water- 
town Arsenal, Watertown, Mass 
From 1936 until 1941 Mr. Ash was as 
sociate professor in charge of teach 
ing foundry metallurgy at the Uni 
versity of Michigan, Ann Arbor 
Mich., and then was appointed metal- 
lurgical engineer for the Argentine 
Navy, Buenos Aires, where he served 
until 1947. Following that he acted 
as consulting engineer for six fer- 
rous and nonferrous foundries in 
Buenos Aires, and returned to this 
country in 1950 where he later joined 
the Ohio Malleable Iron Co. 


¢ ° ° 


A. E. Bottenfield, until 
vice president in charge of distrib- 
utor sales of Whiting Corp., Harves 
Ill, has been elected a vice presi- 
dent of Waldie & Briggs Inc., Cl! 


cago 


recently 


e ° ¢ 


K. C, Gardner Sr. has been elected 
chairman and chief executive office! 
United Engineering & Foundry C 
Pittsburgh, succeeding the late F. © 
Biggert Jr. Geoffrey G. Beard, f0 


(Continued on page 128) 
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Master core plug 


pattern and 
ribbing frame. 


Ca tre) onip lo) UB Com-b 0M => 401-1 o1-) eLor-to M ol-bac-s ee) 
engineer that this master core plug pattern 
forbes of - Morey o¥=} 0 ab Loi (=to Ub eeloya-m- Lore ) ¢-1(-) hiar- bole! 


in less time than a carved cavity. 


\ You may be sure that aluminum castings 
\ made in plaster molds are not only 
more accurate but will require 


less finishing time. 


You will profit both ways by using 
this modern method. 


Send for new illustrated brochure. 







Providing for 
metal thickness 
with clay sheets. 


' 
By Air Freight, Parcel 
Post, Special Delivery 
or Railway Express. 
Pick-up and delivery by 
jobber representatives 


in the following areas: 


AUBURN, MASS. 
enry A. Kottmann 


hone Auburn 2683 


MILWAUKEE, WIS. 


John M. Donohue 


phone Hilltop 2-7130 


NORMAL, ILL. 
orence C. Schmidlin 


hone. Normol 8551-5 


The "as cast” 
core box. 


LOS ANGELES, CALIF. 


won Company, inc., Telephone. Trin 
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(Continued from page 126) 
merly executive vice president, has 
been named president and general 
manager. K. C. Gardner Jr. has be- 
come executive vice president, con- 
tinuing in charge of plant operations. 
Maurice P. Sieger has been appointed 
vice president-senior engineer in 
charge of engineering and research 
activities. 


e ° ¢ 


Byron G. MacNabb has joined the 
Research & Development staff of Al- 


loy Engineering & Casting Co., 





BYRON G. MacNABB 
Alloy research 


Champaign, Ill., as associate director 
His primary concern will be the co- 
ordination of all armed services re- 
search and development projects. For 
the past two years Mr. MacNabb has 
been assistant to the director of re- 
search, Pullman Standard Car Mfg 


. 


(‘o., Hammond, Ind. Earlier he was 
assistant to the director of research, 
Atomic Weapons Development Lab- 
yrratory (Sandia Corp.), Albuquerque, 
N. M. During World War II, he 
served as a lieutenant commander in 
the U. S. Naval Reserve and was as- 
sociated with guided missile programs 
and served as assistant to the tech- 
nical director, Naval Ordnance Test 
Station, Inyokern, Calif. Prior to en- 
tering the Navy, he was in the blast 
furnace department of Carnegie-IIli- 
nois Steel Co., South Chicago, Ill 
* « ~ 

Bernard Pratte has been appointed 
general sales manager, MHarnisch- 
feger Corp. Milwaukee, supervising 
all domestic divisions in Milwaukee 
except welding products. Mr. Pratte, 
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THOMAS W. RUSSELL, JR. 
Brake Shoe purchasing 


who has been Pittsburgh district 
sales manager since 1946, also heads 
domestic branch offices exclusive of 
Pacific division. 
¢ ° + 

Frank A. Hayden has resigned as 
vice president in charge of sales, In- 
diana Steel Products Co., Valparaiso, 
Ind. 


° ° * 


Thomas W. Russell, Jr. has been 
appointed general purchasing agent 
of American Brake Shoe Co., New 
York. Mr. Russell joined American 
Brake Shoe Co. in 1945 and served 
for 4 years in the operating depart- 
ment. In 1949 he entered the pur- 
chasing department as a buyer and 
in 1950 became assistant 
purchasing agent. 


general 


William Adams has joined Eastern 
Clay Products Department, Industrial 
Minerals Division, International Min- 
erals & Chemical Corporation, Chi- 
cago, as a sales engineer. Mr. Adams, 
who had been with Albion Malleable 
Iron Co., Albion, Mich., since 1940, 
except for the war years from 1945 
to 1946, will work in the Michigan 
territory, servicing both the refrac- 
tory and bonding clay operations of 
Eastern Clay Products. He succeeds 
William Woodman, who has _ been 
transferred to Indiana as senior sales- 
man. Mr. Woodman, previously sand 
control engineer for Pontiac Motors, 
joined Eastern Clay Products in 1948. 

e ¢ + 

C. I. Carey, Peerless Foundry Co. 
executive, Indianapolis, has _ been 
elected president of the Indianapolis 
Association of Credit Men 

¢ ¢ ¢ 


William Hoppman has been ap- 
pointed superintendent of the sand 
foundry, Cleveland Works, Aluminum 
Co. of America. Mr. Hoppman was 





WILLIAM ADAMS 
Eastern Clay sales 








graduated from University of Pitts 
burgh and joined the company in 1940 
In 1947 he became chief industrial en- 
gineer of L-Plant and a year late: 
helped establish the sand foundry’s 
plaster cast department. He has beer 
assistant superintendent of L-Plant 
since 1948, 
° ° ¢ 

J. L. Reid has been appointed dis 
trict manager in Salt Lake City, Utah 
for sales of mechanical goods, Good- 
year Tire & Rubber Co., Akron, O., 
succeeding W. T. Roberts who has 
retired following 32 years of service 

8 + . 

Walter S. Schamel has been ap- 
pointed district manager of the Los 
Angeles office, American Wheela- 
brator & Equipment Corp., Misha- 
waka, Ind., with offices at 3155 Leon- 





WALTER S. SCHAMEL 
Wheelabrator office mgr 


is Blvd., Vernon, Los Angeles 58 
Mr. Schamel, a graduate of Missouri 
School of Mines and Metallurgy, for 
the past 614 years has been in the 
company’s dust and fume control di- 
vision in the home office, as_ sales 
engineer and more recently as assis 
tant technical director. 
° ¢ ¢ 
kK. D. Weatherholt has been named 
sales manager of industrial products. 
Westinghouse Electric Corp., Pitts- 
burgh. Mr. Weatherholt joined the 
company in 1921 following graduation 
from University of Kentucky. Follow 
ing sales work in East Springfield 
Mass., Albany, and New York, hi 
was transferred to Pittsburgh in 1944 
as assistant industrial manager, be 
coming manager of the Apparatus 
Division’s industrial department th: 
following year. 
* * ‘ 
Irvin E. Frye has been appointed 
manager of the Foundry Division 
Fischer & Associates, consulting en 


(Concluded on page 130) 
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Central Location 


The Illinois Clay Products Company, Goose 
Lake Plant, is located near Joliet, Illinois— 
only 55 miles from Chicago. Above is a map 
showing the excellent shipping facilities pro- 

\ vided by the Elgin, Joliet & Eastern Railway 
—the Outer Belt Line. 





Ample Supply and Modern Plant 


\ At Goose Lake, extensive deposits assure 
an ample source of fire clay for many years 
ahead. This large modern plant employs all 
the latest methods in the manufacture of 

\ refractories and insulation and many ad- 

_ vanced and special techniques have enabled 
\ us to supply better products than are ob- 
\ tainable elsewhere. 


Chem-Brix 


REFRACTORIES 


j 


Quality Products 


For over 40 years, Illinois Clay Products 
Company has maintained high standards in 
quality and uniformity. Research and de- 
velopment have led to constant improve- 
ments and new products such as Carbon 
and Hi-Silica Chem-Brix, 








THERM-O-FLAKE 


HIGH TEMPERATURE 
VERMICULITE INSULATION 
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(Concluded from page 128) 
gineers, Cleveland. Mr. Frye attended 
Western Reserve University and dur- 
ing 23 years in foundry design and 
engineering has been associated with 
Edwin S. Carman Inc., Arthur G. Mc- 
Kee & Co., and Bartlett & Snow Co., 
Cleveland. Most recently he has been 
engaged in design and erection of 
buildings and equipment for an alu- 
minum foundry of Mohawk Found- 
ries Inc., Cleveland. 


* ° ¢ 


Thomas J. Wood has been appoint- 
ed operating assistant to the presl- 
dent of Brake Shoe & Castings Divi- 
sion, American Brake Shoe Co., and 
Raymond A. Frick has been appoint- 
ed general works manager. Mr. Wood 
joined the firm in 1939 as acsistant 
metallurgist and became superintend- 
ent of the Mahwah, N. J., foundry in 
1943 and district works manager in 
1949. Prior to his new appointment 
he was chief metallurgist for the di- 
vision. He is a graduate of Lehigh 
University and a past chairman of 
the Metropolitan Chapter of the AFS. 
Mr. Frick joined the company as an 
apprentice in 1942, was appointed 
foundry foreman of the Buffalo plant 
in 1947 and became superintendent 
of the North Kansas City, Mo., plant 
in 1948 
he was district works manager. He 
is a graduate of the University of 


3efore his new assignment 


Pennsylvania. 


¢ ° ° 


S. W. Fountain has been elected 
vice president and a director of Chi- 
cago Tramrail Corp., Chicago, which 
he joined in 1951. He was previously 
associated with Westinghouse Elec- 
tric Corp., Pittsburgh. 


¢ ¢ + 


Herbert K. 
pointed salesman in the Niagara sales 
territory, Hooker Electrochemical Co., 
Niagara Falls, N. Y., comprising west- 
ern Pennsylvania and New York state 


Holden has been ap- 


exclusive of the metropolitan area. 
¢ > + 


Charles Maynard, director of en- 


yineering end resea’ch, Indiana Ste 
Products Co., Va!paraiso, Ind., and 
John Bouwmeester, manufacturing 


manager, have been named vice pres- 
idents. A. Richard Kirsch, controller, 
has been appointed treasurer ind 
Anthony Astvologes, assistant secre- 
tary, has become assistant treasure! 


and assistant controller 
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THOMAS J. WOOD 


Brake Shoe executive 


F. O. Humberger has been elected 
president, Massillon Steel Casting Co., 
Massillon, O. 

¢ * . 

Alexander C. Hauck has been ap- 
pointed Cleveland district sales rep- 
resentative, Vesuvius Crucible Co., 
Swissvale, Pa. 

+ . . 

Thomas M. Ware has been elected 
vice president in charge of the en- 
gineering division, International 
Minerals & Chemical Corp., Chicago. 
Edward D. McDougal Jr. has been 
elected vice president and will con- 
tinue as general counsel. C, M. Ed- 
wards succeeds Mr. McDougal as 
secretary. 

. a + 

aul B. Foxwell has been appointed 
abrasive engineer by Norton Co., 
Worcester, Mass., succeeding Fred- 
erick L. Anderson, resigned, and will 
be responsible for wectern Missouri, 
eastern Kansas and Oklahoma. Mr. 
Foxwell was graduated from Virginia 
Polytechnic Institute in 1950 with a 
3achelor of Science degree in indus- 
trial engineering. 

* ¢ + 

John Deaderick has been named 
manager Philadephia office, Foxboro 
Co., Foxboro, Mass. After receiving 
his engineering training at Texas A 
& M, Mr. Deaderick served as in- 
dustrial engineer at Foxboro branches 
in Corpus Christi, Tex., and Baton 
Rouge, La., and as manager of the 


Tulsa, Okla., branch. Joseph Esher- 
ick, for many years district repre- 
sentative of Foxboro Co. in Phi'a- 


delphia, will manage special accounts. 
° . + 

S. D. Mullikin has been appointed 

manager, administrative department, 

Engine and Foundry Division, Ford 

Motor Co., Cleveland. Mr. Mullikin 

joined the Highland Park plant in 


1925 and had been superintendent of 


the Henry Ford Trade School. This 


RAYMOND A. FRICK 
Brake Shoe works mgr. 


school closed recently following 36 

years of training men for technical 

jobs, its functions being taken over 

by the Dearborn Board of Education. 
. * . 

Howard K. 
named executive vice president, H. 
& Co., Emanuel 
Singer has become vice president in 
charge of purchasing, and E. S. 
Schwartz, vice president and general 
works manager of the Chicago, Phil- 


Chapman has_ been 


Kramer Chicago. 


adelphia and Los Angeles plants. 





Dupont Observes 150th 
Anniversary 


In commemorating the 150th anni 
versary of the tounding of the com 
pany on July 19, 1802, E. I. du Pont 
de Nemours & Co., Wilmington, Del., 
has pubiished a beautiful book en- 
titled “Du Pont, Tie Autobiography 
of an American Enterprise.” Elu- 
tiere Irenee du Pont arr.ved in Ameri 
ca on New Year’s Day 1800, and be- 
cause he knew something about pow- 
dermaking, and the young nation with 
its rugged frontiers provided a heavy 
demand for explosives, he undertook 
the building of a mill on the banks 
of the Brandywine near Wilmington 
While the new industry constantly 
faced financial difficulties, the enter- 
prise grew. One of the interesting 
features of this company is _ the 
curiously modern ideas of its founder 
on how a business should be operated 

With a wide variety of illustra- 
many of them in full color, 
this book goes on to describe t! 
history 


tions, 


important periods in the 
the company as follows: America 
the March 1834-1850; The Civil W 
1861-1865; Industrial Expansion 1865 
1902; The Modern Corporation 1902 
1914; World War I 1914-1918; Ne' 
Frontiers 1919-1939; Global W 
1939-1945; DuPont Today. 
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~~" ay oe results from use of 


HANDY SANDY 


on roll over work 


inl 
ym 
= PEERLESS FOUNDRY COMPANY, Cincinnati, Ohio, has reduced 
their cost per casting through use of the Handy Sandy to convert 


al shoveling time into molding time. ‘The Handy Sandy's,” says 
tg Stephan F. Dana, President, “have increased our production sub- 
oe stantially which, of course, is important. However until we had these 

units there were certain jobs that required so much sand shoveling 


that it was injurious to the molders and they were constantly com- 
ith plaining. Since the installation of these units we do not have this 
difficulty and because the work is so much easier for the men the 
attendance records are a great deal better.” 

Both Handy Sandy Units are fed from a central hopper which is 
filled by a Payloader. They lift the sand overhead where it is avail- 
able to the molders without bending or effort . . . enabling them to 
devote full time to molding. 

Because of the highly satisfactory performance of their Handy 


e - ale Sandy installation, Peerless Foundry has since ordered a second 
AS a compound unit as shown above. 
















/ The advantages of the Handy Sandy are graphically described 
a4 in a complete new catalog “PLANNED MECHANIZATION FOR 
vir FOUNDRIES.” This 20-page manual shows how the Handy Sandy 
ombines with the Reddy Sandy portable shakeout and sand 
paring unit to eliminate all shoveling from the shakeout, sand 
ing and molding cycle. SEND FOR YOUR FREE COPY 
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If it’s a question of uniformity, tough- 
ness, Or economy in abrasives, use 20th 
Century *Normalized, our malleable 
shot and grit. 

Normalized is providing a ready an- 
swer to all three questions in foundries 
and metal working plants everywhere. 
Normalized wears 3 times longer than con- 
ventional shot. 


‘Copyrighted trade name 


THE CLEVELAND 


B00 East 67th Street Cleveland 8, Ohio 
Howell Works: Howell, Michigan 


One of the world’s largest producers of quality 
shot, grit and powder — Normalized 
—Hard Iron—Cut Wire. 
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Chilled Railroad 
Car Wheels 


castings—net tons!) ‘Shipments of castings—1000 pounds') 
Shipments Unfilled —— Shipments — 
Total For Sale Orders? Perm. Unfilled 
tee! ns Total Sand Mold Die Orders’ 
920,502 512,192 1950 043,082 184,782 181,366 167,201 
Gan 1951 
101,345 61,373 274,954 - 
183959 269 130 ia May 410 487 14 798 13,400 11 692 112,638 
94.376 57176 258.144 , 2 mo. 255,9S 91 333 S6 900 43,6005 
76,826 15,072 263.017 Sole — yo 
90,727 57,164 249,273 poe: a sige 
82,276 18,568 944,575 SUE be pape 
93,884 58,251 238,019 er “? igre 
9 mls op pebeupiaie Oct 10 10,297 
88,210 03,682 220,740 Neat 
76,045 45,543 15,13 a : Heer 
16 ),04 215,134 Dec 2 2. 8 387 S 441 
1,083,545 654,380 Total 436,049 164,731 131,258 129,404 
1952 
87.003 54.988 202.799 Jan, 46 124 18 051 12,236 13 S84 109 
82,898 50,129 193,061 ved. serene 656,458 15,488 15,012 BGS 
80,960 19,084 196.896 Mar 46 opie 9,017 13,673 12 coy 104,749 
89,270 56.337 198,215 Ap) 49,821 ee, ers 38,408 20e-0re 
81.770 51.476 180,382 May 4( fo2 14 22 13 907 100,802 
121 901 262 014 > mo. 352,866 68,277 68,165 
Copper-Base Alloy Magnesium 
of castings—1000 pounds’) 
Shipments - Shipments of castings—1000 pounds!) 
; Perm. Unfilled ——Shipments—— Unfilled 
Total Sand Mold Orders: Total lor Sale Orders# 
1,056,973 953,590 55,614 1950 15,224 13,310 
1951 
109,881 95,049 5,986 84,002 May 2,987 2,607 12,867 
038,418 484,229 31,777 ere 5 mo 13,283 11,718 ‘ 
98,559 SS,S18 0,358 83,518 June 1,758 1,642 14,331 
76,551 69,334 4,064 $5,837 July 1,676 1,557 15,528 
94,443 84,720 5,097 84,821 Aug, ; 2,135 16,095 
89,433 76,304 5,161 84,611 Sept. 1,931 16,407 
94,706 84,544 0,545 82,491 Oct 2,300 16,143 
S7,764 78,640 5,661 82,667 Nov. 2.461 15,550 
76,526 69,653 4,639 80,435 Dec : 2,098 14,729 
1,131,402 1,018,973 65,5808 Total 24,089 
1952 
89.616 80,376 6,233 78.316 Jan, 3 OS: 14,047 
86,231 77,813 5,204 75,279 Feb 2 94( 14,459 
SS,642 79,437 6,182 72,463 Mar », 972 13,279 
84,460 75,590 914 70,602 Apr, 2.751 13,159 
$1,903 73,723 »,420 70,252 May 2,698 13,041 
130,852 $86,939 28,95 > mo 14,444 
. ° 
Gray Iron Castings—Shipments 
(Net tons! 
Heavy Steel 
——All Castings Miscellaneous Castings Ingot Molds 
Total For Sale Total For Sale Total For Sale Total 
12,905,562 6,880,352 8,117,748 3,415,281 2 308,661 1,043,596 514,074 
1,396,651 796,468 898,328 419.365 225,12 112,145 65,721 
6.798.638 3.828 964 4,387,850 2 026.812 1,097,424 928,49 301,460 
1,308,987 742,794 847,024 395,329 216,620 108,042 58,620 
1,028,812 568,126 653,656 301,749 200,764 97,575 40,792 
1,218,832 697,952 779,838 378,042 222,721 109,257 50,127 
1,114,789 625,511 704,657 328,331 204,806 96,011 45,467 
1,301,681 732,764 815,815 382,405 244,556 115,738 53,172 
1,183,833 674,139 737,971 348,991 222,665 107,569 48,759 
1,032,799 582,614 646,352 309,696 204,911 94,857 41,994 
14,987,696 8,449,515 9,571,570 4,469,069 2,624,517 1,257,542 633,996 
1,199,285 694,498 745,548 359,806 225,704 110,263 57,155 
1,155,143 654,833 733,067 348,885 219,251 105,918 50,444 
1,172,017 660,920 723,225 334,492 228,799 110,607 53,919 
1,204,801 652,962 773,538 347,121 204,805 85,239 £8,506 
1,100,630 620,049 698,332 317,150 186,998 91,980 $4,229 
5,831,876 3,283,262 3,673,710 1,807,454 1,075,557 1,349,522 254,253 


Steel 


Castings—Shipments 


(Net tons!) 

















Foundry Production Workers 


Estimated Number 


May Apr. 

1952 1952 
Gray lIror 144,900 145,700 
Malleable 25,900 26,100 
Steel 67.900 66.900 
Nonferrous 95,000 94,500 


Average Weekly Earnings 


Gray Iron $68.97 $68.39 
Malleable Iron 72.12 69.42 
Steel 76.93 75.14 
Nonferrous 75.25 75.11 


Average Weekly Hours 


Gray Iron 10.1 39.9 
Malleable Iron 19.0 38.9 
Steel 42.5 41.7 
Nonferrous 40.7 10.8 


Labor Turnover Rate (Apr.) 
(Per 100 employees) 


Total Total 
Acces- Sepa- 
sion ration Quit 
Gray Iror 1.0 iy 2.5 
Malleable Iron 1.0 1 3 
Steel ? 5.5 , 2 > 
Nonferrous 6.0 5.6 Sy 
Source Bureau f Tabor Stat 


Soil Pipe 
& Fittings 


Pressure Pipe 
& Fittings 


For Sale Total’ Totals 
456,402 1,203,762 761,317 
57,485 139,854 67,619 
261.760 666,778 345,121 
52,700 121,851 64,872 
35,202 88,217 45,383 
44,507 115,284 50,862 
41,360 111,893 47,916 
46,483 130,636 57,502 


44,672 
31,175 
699,000 


129,766 
108,767 


1,474,110 


43.141 
38,119 


563,272 


53,551 125,729 45,149 
47,649 107,669 44,712 
49,747 115,843 50,231 
42,650 117,929 60,023 


117,586 


584,75 


39.848 


233.445 


Alloy Steel 





—All Castings ——_—. ef arbon Steel 
Railway 
Total For Sale Specialties Total For Sale 
1,459,382 1,042,884 261,357 1,081,162 788,619 
180,188 130,826 39,845 135,645 101,363 
882,893 635,227 210,756 679,114 902,13: 
184,424 131,219 42,337 143,201 101,363 
147,251 100,141 27,585 141,538 103,090 
177,096 128,981 41,763 111,964 (8, 
160,695 116.658 35,500 130,913 99 
189,929 139,953 39,984 120,632 89 
176,728 131,276 35,034 "138,610 104 
165,110 123,448 33,213 126,544 95 
2,100,970 1,507,179 476,372 119,762 89,298 
1,583,375 1,162,68S 
183,738 139,488 37,091 
174,626 133,602 31,719 3,985 102,26 
173.694 131,997 32,118 484 94,965 
175,07%5 134,325 33,549 », 787 95, 20¢ 
173,635 132,129 35,226 309 It 
SS0,76S 671,541 169,704 637,193 iso.4S4 
e: Bureau of the Census. 2 All cast iron pipe is shipped for sale. ? For sale or 






1952 








Railway 
Specialties 


243,215 


35,511 

187,099 

39,511 
200 
24,516 
36,086 
3.086 
3,488 
31,099 
341 


955 


oS, 








Railway 


Total For Sale Specialties 
379,220 254,265 18,142 
14,543 29,463 1,334 
203,798 132,094 23,557 
46,031 29,739 4,334 


28,129 
22,107 
29,249 
26,887 
35,504 
36,096 


42,886 
35,287 
46,183 
40,063 
51,319 
50,184 


45,348 34,150 3,872 
527,695 344,492 50,457 
49,753 5,285 
49,142 3,468 
47,907 ,336 
$8,326 ; 





May 

1951 
162,600 
28.100 
62,200 


93.200 


$70.58 
74.04 
74.81 


74.07 


LayofT 
4 


Unfilled 
Orders? 
Total 


2,228,480 
2,162,152 


2,208, 
2,144, 
2,055, 


1,983, 


116 
587 
392 
307 
972 


1,933,97 


1,847, 


1,800, 
1,766, 
1,712, 
1,614, 


| 


065 


905 
434 
037 
426 


459,305 


Unfilled 
Orders* 
Total 


S81 702 
881,702 
895,054 
929,978 
944,211 
918,038 
891,508 
865,029 
846,436 


869.299 
856,872 
115 


804,695 


—_ 
SOs, 


e 
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J 
‘eS Se SHIPMENTS OF CASTINGS ‘Sask ie Bie, Index of Foundry Equipment ” 
i 
1600 |—_____—_—_——— Orders 
: (REPORTED BY BUREAU OF THE CENSUS) 
1400 }-—____—______ . PEERLESS! SOARES Hs ema ne ar mene tees Foundry Trades Only 
(Net Orders Closed, New Equipment) 
1951 1952 
WROD 0 shee apa ete eb reeeacs, Ie 404.5 
MOO: iG. wealceasGiniatpcic) re 200.4 
PAE ec crodinecathuseeieelnere, EU 310.0 = 
PUT mn 03's, sp aarse ek ate ee 385.1 
MAY siisSevndcwessacis Tele 225. 
” 200 }————— ———f-— ne seaceoerrcetteee reese June ae ‘ Seis runes 393.2 353.8 
F 3 July. ee ee ee ia 
a, - _——— -— ————---— Aug. .. hs hose bitesisiere sen uae 
me Sept. .. PO re 
°o 160 So Sa eee —acacieinaeecalonil ELS aranvoseenccesia ete sonets 372.4 
4 a Nov. Re IN ROM 
aicscclaeasasenenia Dec pian ceroneeereenatats 230.5 
2 — EE — . 
€ 140 Ls 
” 
3 120 i a Note: Figures are percentages of the base 
<= period 1937-1939 taken as 100 per cent 
as 100 : Se rset ig (monthly average) Source: Foundry Equip 
ment Manufacturers Association. 
80 ee cconreerenn ee 
: 60 P““=COPPER-BASE ALLOYS— : aaa - J r 
40|—, ; ‘ina aaa eal 
si Consumption 
20 }— — 4 OTS. a ee a ia ee ar 3 een (Net tons*) 
j ‘ ' j | i ' 
ry Uae TO SS HO TE) AE ne oe Ve ee ee Oe 0k oT J 1 Consumption 
JFMAMJSI JSJVASONODJS FMAMJIJSJTASOND JI FMAMSJS JVASOND Production Total By Foundries = 
1952 tes = = 
1950 | 195! | we J 1950 . 72,718,038 73,373,618 3,523,396 
1951 
® Apr, . 6,335,793 ,O1s 
Ingot Brass and Bronze Zinc-Base Alloy + mo 25,875,316 1,282.64: 
(Shipment n net (Shipments of castings—1000 pounds!) May 6.716.750 367.94 
onhipme I ne 1 5 > oe 46 294 FR. 
1951 1952 Shipments—— Unfilled rc 6.638,043 324.75* & 
Total For Sale Orders? — 6, 195,585 301,44. 5 
Jar 28,4 1¢ 315 1950 579.332 376.681 Aug 6.674,495 299.02, 
Feb 7.168 4 911 1951 7 sata aie ; eae Sept 6,366,969 274.015 
; = ; : ; = Raa 1 900 Oct 6.727,211 292,73 
March 31,997 sean Pia ure ees sea aes ssi Nov 6,562,279 272.33 
Apr 30,475 2,547 pala ; A ase deans Dec : 6,821,446 249.4% 
Total, 1951. 400,375 291,796 ore ” oer — 7 . ‘ 7 
May 33,267 21.740 1952 Total . 79,122,966 78,868,124 3,664,404 = 
June 33,817 21,274 Jan 70,262 1952 
July : . 32.016 Feb 70.034 Jan, . 6,804,106 6.760.011 
Aue 95.2 Mar 67.846 Feb ve 6.358.715 6,411,905 
Sept 29 98 \pr 63,768 Mar, . . 6,779,639 6,743,944 
Oct , 23 May 62,397 Apr 5,809,451 5,775,781 
Total for year 339 378 5 mo 180,504 4+ mo » aye ton, one 25,691,641 1, 
° ° ° 
Pig Iron Production and Consumption 
—_——— Production** —_—_—_—_—_—_—————. Consumption* ——————— 
(Standard grades—1000 net tons) Low Phos. (By type of furnace, 1000 gross tons) 
Intermediate Low : 
rotal Foundry Malleable Basic Phos. & Bessemer Total Cupola Alr Electric 
1950 64,589.1 2,870.4 3,034.2 50,450.5 8,234.0 58,416 5,475 319 326 
1951 
Mar 5919.3 267.9 276.5 4,647.5 727.5 5,406 550 33 15 
mo 16,805.8 806.6 735.8 13,154.5 2,079.0 15.498 1,584 94 36 
Apr 5,812.2 259.1 261.0 4,575.8 716.1 5,281 516 31 11 
May 6.104.9 282.0 259.4 4.777.0 786.5 5,522 533 31 11 
June . 9,911.3 204.2 276.5 4,631.9 748.7 5.348 446 30 11 
July ; »,.994.8 280.4 250.0 4,702.8 761.6 5.317 378 23 10 
Aug > O88 6 59 7 254.4 4,723 3 758.2 5.358 465 30 11 
Sept ». 811.6 257.7 243.7 4,576.8 733.4 5.266 431 27 12 
Oct 6.112.6 260.6 299.4 4.777.4 775.2 5,601 489 31 14 
Nov 5,824.5 285.5 269.0 4.532.1 737.9 5.287 448 29 9 
Dec 5,898.1 247.4 257.5 4,653.0 740.2 5,282 401 28 11 
Total 70,264.5 sé 3,169.0 55,134.1 8,774.8 63,760 5,731 354 136 
1952 
Jan 5.964.< 1 285.8 4.672.3 773.1 5,452 466 29 14 
Feb 5.701.8 15.2 261.4 4.496.9 698.3 5,139 441 29 11 
Mar 6,226.2 250 O78. 4,895.9 806.9 d,002 133 27 7 
3 mo 17,892 728.¢ 820.3 14.065. 1 2,278.3 16.143 910 85 35 
* Source: U. S. Dept. of Interior, Bure f Mine ** Source: American Iron & Steel Institute 1 Source: Bureau of the Census. 2 For sale only 
° 
Iron and Steel Scrap Consumption 
(Gross tons*) 
$$ ________—__—_ By Types of Furnace — 
All Scrap—————- ——————( upola——_—— a Nr Electric —_ 
Total Purchased Total Purchased Total Purchased Total Purchased 
1950 1.497.000 299. 403.000 1.474.000 4.666.000 1.118.000 407.000 6.385.000 3.828.000 
1951 
Q7 7 013.527 1.029.069 45,897 103,458 37,973 704,416 457 I 
l $16,141 1.089.454 2,130,830 123.208 156,484 2,744,994 1,755 4 
May 6.478 3.087.313 1,063 281 68.198 111.914 39.312 734.483 484,878 2 
June ! 2,847,846 172.949 17.604 108.740 39.454 693.636 462.092 2 
July 8 644 9 581.856 747.°64 393 254 S0.903 29.858 632.782 421.489 
> 791 2°07 118.180 {87.085 104,809 37.592 720,020 475.190 
= > 585 #5 Q1 ? 497 NAS Q% 146 32 810 ASS 1] 4A 118 3 
Oo ) LOR 99] 1.406 04,804 102.950 38.534 750.915 489,217 3 
N q 6 R47.991 151.591 90.302 33.795 738.589 489.949 
De > Ane 6 ‘ R.ARS 87.748 32.430 687.559 450.155 
I 822.431 090.607 878.9 1,203.740 441.099 8,391.919 5,389,005 
Jar g 1 2.788.426 846.891 449.935 101,211 38,150 743.233 470.126 
Feb 2.72 192 729.29 119 279 94.900 35.536 697.319 440,325 
“ 10.30% cat. 16 415.853 92.751 35.013 741.793 475.141 
\} ‘ 2 657, 926 £34 066 140.0385 106,059 83S 888 684,318 427 1g 
im 22.6824 11,008.80 261,415 1,725,102 394,921 147,587 2,866,663 1,812,951 2 
f ] Hil) y » " ! i 
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“THIC I¢ WHAT HAPPENS 
TO GOOD LITTLE ples!” 


You mean Electro-Silvery pigs! 





Yes indeed! Those good little pigs end up helping to 
make important products like this farm tractor... 


...and countless other products like tanks 
and automobiles. . . 


Hey, Pop—what is Electro-Silvery? 


ee . ° ° - eye 
— Electro-Silvery, son, is a form of ferro-silicon that 
= NAD... acts as a vital control element in the production of iron and steel... 
= SY ‘ 
\ ... and the largest producer in the world of 


this vital ingredient is Keokuk Electro-Metals Company . 


Pa a ’ t** ry ~ } 4 


Keokuk Electro-Silvery is used by foundries and 
steel plants in the form of these three pigs, weigh- 
ing 60 pounds ...30 pounds . .. and 122 pounds. 


DT 


DU 
Nay ern. 
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ae 


ELECTRO-METALS COMPANY 


KEOKUK, IOWA 
WENATCHEE DIVISION: WENATCHEE, WASHINGTON 


AAMALLALRALADAMAALLAL LULA 





SALES AGENTS: MILLER AND COMPANY 
332 S. Michigan Ave., Chicago 4, Illinois 
3504 Carew Tower, Cincinnati 2, Ohio 
915 Olive St., St. Louis 1, Missouri 


SOLU 







NEWS VIEWS 





NEW LAB: This three-phase, direct- 
arc furnace, with a capacity of ap- 
proximately 1700 lb, is the largest fur- 
nace in the recently completed General 
Motors Research Laboratories Metai- 
lurgy Department building at the GM 
Technical Center. 


MOBILE X-RAY: One hundred and 
sixty-eight previously undetected cases 
of tuberculosis and 13 early chest 
malignancies have been found among 
American Brake Shoe Co.’s 10,000 
workers since its mobile x-ray unit 
for employees went on the road 50,000 
miles and almost four years ago. It 
makes annual circuit of the company’s 
54 plants throughout the country. One 
technician handles the complete op 
eration of the unit. 








See eee eee eeeeeaeeenese 





KEY TO THE CITY: Frank H. Adams, president, Sur 
face Combustion Corp., recently received two awards 
at the same ceremony. Toledo Mayor Lloyd E. Roulet 
(left) presented him with a glass key to the city in 
recognition of the 25th anniversary of Surface Com- 
bustion’s present Toledo plant and Mr. Adams’ ac- 
tivities for the betterment of city. On the same 
occasion Mr. Adams received a service pin in rec- 
ognition of his 40 years with Surface Combustion. 








APPOINTMENT: Ralph W. Stocking, 
standing at left, receives the con- 
gratulations of Fritz Schnackenberg on 
his appointment as plant manager of 
the Beardsley & Piper Division of Petti- 
bone Mulliken Corp., Chicago. Mr. 
Schnackenberg, whom Mr. Stocking 
replaces, is leaving the company to 
take a position with the Nordberg Mfg. 


company president. C. V. Nass, vice 
president and general manager, i 
standing at the right. 
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Co., Milwaukee. Seated to the right of 
Mr. Schnackenberg is E. J. Seifert, ) 











ELECTRIC MELTING... 
TODAY’S ANSWER REATER ECONOMY! 








































The electric furnace is now the answer 
“ to many melting problems! That’s because 
electrical energy has come to be more and more 
economical . . . in fact, today it is relatively much 
lower than other fuel costs. And only the electric 
furnace can meet present demands for the 
most rigid metallurgical controls! 

In recent years, Whiting has made startling 











































— developments in the Hydro- Are Electric Furnace. Our 
ulet hydraulic power transmission . . . automatic electrode 
yin | clamp and arm... . roof-lifting mechanism for top charge 
ae: and many other outstanding advan ements assure 

a faster, more efficient, lower cost operation. 
“as So melt, refine or smelt with electrical power 

sak ... the clean, perfect, metallurgical fuel. Look into 
Non. the Hydro-Are now and obtain the most 


important electric furnace advantages! 


















cing, 
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etti- 

Mr. 

king Send for 40-page booklet giving all Hydro-Arc 

y to features . . . tilting arrangements . . . electrode 

Mf data .. . controls. . . capacities and other information. 

if OF 

wid WHITING CORPORATION 

- : ) 15607 Lathrop Ave., Harvey, Illinois 
Remember .. . Electricity 


Is Low Cost, Clean, and Reliable! 








AROUND THE COUNTRY 


News Reports from... 








GRAY IRON foundries are slightly 
more active, due in part to a mild 
improvement in business and to an 
accumulation of orders during periods 
when plants were closed for mass va- 
cations. 

Upward trend is expected to con- 
tinue until well into the fall, reflect- 
ing seasonal influences as well as a 
return to more normal conditions 
generally throughout the metalwork- 
ing industries as a result of the final 
settlement of the steel strike. How- 
ever, most gray iron foundries are 
still averaging little better than four 
days a week. Some are doing five 
days, but with limited forces. Certain 
foundries, notably the pressure pipe 
shops, are operating a full five days. 

Steel foundries are the most active 
of all. They still have large backlogs 
of work for heavy machinery and 
other capital goods equipment; also 
substantial rearmament business 
These shops are operating five days 
a week and longer in various cases 
Backlogs average 15 weeks or more 

Activity in malleable castings still 
is lagging. However, demands from 
the automotive and farm equipment 
industries should pick up once these 
buyers get sufficient steel to war- 
rant higher operations Buying by 
railroads and “railroad equipment 
manufacturers remains slow, with no 
important improvement indicated for 
the near future. 

The relatively few 


shops are actively engaged in de- 


magnesium 


fense work, particularly for the air- 
craft industry. Aluminum produc- 
tion shops also are similarly engaged 
3usiness with the aluminum jobbing 
foundries, however, is spotty Brass 
foundries, equipped to do defense 
work, are busy, but shops not so 
equipped operate at a lower rate. 
A new 1200-ton blast furnace is 
scheduled for erection in this district 
by the Delaware River Steel Corp., 
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a recently organized Delaware cor- 
poration, of which John M. Blair, &05 
Fitth Avenue, New York, is executive 
vice-president. The furnace will be 
erected on river front property leased 
from the Claymont Division of the 
Colorado Fuel & Iron Corp., Claymont, 
Del. In addition, plans call for the 
construction of coking facilities large 
enough to meet the requirements of 
the blast furnace, and docking facili- 
ties. 

The project will involve an esti- 
mated expenditure of $41,500,000, 
with 85 per cent of the outlay ap- 
proved by the Defense Production 
Administration to be written off in 
five years in depreciation for federal 
tax purposes. If all goes as planned, 
work should begin in about 60 days, 
with completion likely within 15 
months from date of start. 





AVAILABILITY of production fa- 
cilities for precision castings made by 
the shell molding process was an- 
nounced recently by Powdered Metal 
Products Corp. of America, Franklin 
Park, Ill. For several years this com- 
pany has been an important manu- 
facturer of precison parts by powder 
metallurgy techniques and it entered 
the new field because die making for 
the two processes are closely akin. 
Furthermore, buyers of powder metal 
parts frequently have need for pre- 
cision cast parts as well. 

Just come to light is the fact that 
the company has developed and now 
is showing for the first time an in- 
teresting machine for making shell 
molds on either a manual or auto- 
matic basis. This machine, push-but- 
ton controlled, can make complete 
shell molds (cope and drag) up to 12 
x 18 in. in size at rate of about 20 
per hour. Molds are clamped in hold- 
ers as many as 30 at a time, and car- 
ried by two men to spout of furnace 
for pouring. 





Cereeeeeeenerereraeeeeeee 


Company has its own facilities for 
melting steel, stainless steel and oth- 
er alloys and nonferrous metals. Gray 
iron is poured by Major Foundry Co 
Inc., whose plant is directly across 
the street. 


Sed 


ERA OF THE ALUMINUM engin 
for other than aviation uses has be- 
gun. Packard Motor Car Co. kicked 
it off with two marine diesels whose 
first use will be in Navy minesweep- 
ers. These engines have been designed 
to be built for commercial use after 
military needs have been met. 

Production presently is centered in 
two models—a six cylinder in-line, 
rated at 300 bhp at 2000 rpm, and a 
60-deg. V-12, rated at 600 bhp 
Eventualiy two other engines—an in- 
line eight and a V-16 using the same 
bacic cylinder design—will be added 

An outstanding characteristic of 
the new engines is their light weight, 
the result of using aluminum cast- 
ings for most of the bulky parts 
Cylinder b} k and integral crank- 
case, oil | valve covers, timing 
gear covers, supercharger, intake and 
exhaust manifolds, accessory hous- 
ings and cover plates, pistons and 
other parts cast of aluminum in sand 
cast or permanent molds. In compari- 
son with other marine and industrial 
diesels now in production, Packard's 
weigh substantially less in _ total 
weight, and in pounds per_ brake 
horsepower weigh from about halt 
to a seventh of other makes. The 
six weighs 2200 lb, the V-12 3250 It 
The light-weight engine field will 
probably soon be crowded, at least 
one of the major diesel engine mak 
ers—Detroit Diesel—being reported 
to have an all-aluminum model well 
along in development. Potential uses 
other than marine and_ industria 
may be in trucks and busses. 

Another noteworthy feature of th: 

(Concluded on page 140). 
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% Oficial U.S. Navy Photograph 


Leading producers of electric steel, aluminum and foundry metals 
for America’s military needs find that GLC Graphite Electrodes 
perform economically and dependably. 


GLC Graphite Electrodes are built for quality every step of the 
way from raw materials to finished products. Metal producers can 
depend on them for uniformity, strength, low oxidation. 


ELECTRODE DIVISION 


bon Corpo 


Morganton, N. C. 


Graphite Electrodes, Anodes and Specialties 
Sales office: Niagara Falls, N. Y. Other offices: New York, N. Y., Chicago, Ill., Pittsburgh, Pa. 


Sales Agents: J. B. Hayes Company, Birmingham, Ala., George O'Hara, Wilmington, Cal. 
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engines is complete interchangeabil- 
ity of major parts. The basic cylinder 
is of 142-cu. in. displacement with a 
bore of 5% in. and stroke of 614 in. 
To the cylinder liner—a steel casting 
is welded a steel cylinder head cast 
by the lost wax process, the entire 
unit being readily removable from 
the block for replacement. In addi- 
tion to this assembly, which is stand- 
ard for all engines, are interchange- 


(Concluded from page 


able pistons, wrist pins and rings, 
intake and exhaust valves, valve 
springs and guides, and bearings. 


The water-cooled have 
other design innovations. Among the 
most intriguing is the cylinder head, 
engineers as the 


engines 


labeled by some 
largest and most complex steel cast- 
ing to be made by the investment 
process. Produced by Haynes-Stellite 
Division of Union Carbide & Carbon, 
this can properly be called the heart 
of the engine. The circular part con 
tains in its interior a spherical pre- 
combustion well as the 
intake and exhaust Outlet of 
the chamber is through a removable 
multiple orifice burner centered over 


chamber as 
ports. 


the piston. 
The exhaust 
a cast aluminum exterior shell and a 
stainless steel interior tube, with dead 
insulator 


manifold consists of 


air space between as an 
Maintaining the heat of the exhaust 
gases is important because this drives 
the turbocharger turbine. 


Packard is devoting an entire build- 
ing adjacent to its main plant in De- 
troit to the engine, and is doing the 
bulk of the machining work. 

In what combinations these engines 
are used in Naval vessels is restricted 
information, but it is understood that 
about six or seven are required per 


ship, several supplying power for 
other purposes than motive. 

Iron foundrymen who have been 
dependent on out-of-state pig iron 


are excited with the 
merchant iron and coke plant in De- 
troit’s front yard. Michigan Iron & 
Coke Co. of Detroit, after receiving 


prospect of a 


notification from DPA of fast tax 
write-off privileges, has announced 


plans to begin construction imme- 
diately of a $25 million plant, just 
south of St. Clair, Mich., on the St. 
Clair river. The facilities, as planned, 
will have an 850-1000-ton blast fur- 
nace, capable of turning out 300,000- 
plus tons of iron a year. A coke plant 
of about 55 ovens, making 350,000 
tons yearly. Officers, tentatively 
named, are Frank J. McLaughlin, 
president; O. P. Ashurst, 
dent; and Frank J. Donovan, secre- 
tary. On the board, beside these men, 
are Carl W. Johnson, H. Kirk White, 
Don R. Mitchell and C. B. Bentley. 

On the production scene, auto and 
truck output has started the long 
road back to pre-steel strike levels, 
activity 

remained 


vice presi- 


remains de- 
plentiful 


but foundry 


pressed. Coke 





Top of the all-aluminum cast block for the new Packard marine diesel engine 


is milled as the first machining operation. 
Later an in-line eight and V-16 will be 


All major components are interchangeable 


600-hp unit shown and an in-line six. 
produced. 
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In production now are the V-12, 








throughout the strike. Cast scrap ha 
bounded back about to ceiling, an 
with the exception of unstripped m« 
tor blocks is in tight supply. 





DISTRICT gray iron foundries a: 
anticipating seasonal improvement 
following a mild gain recently. The, 
believe that the passing of Labor Day 
and approach of fall should mark th: 
real turn. Also more normal condi 
tions generally among most metal 
working shops, now that the steel 
strike is over, should prove beneficial 

Steel foundries have been active 
throughout the entire summer, and 
still have heavy backlogs on order 
Business with malleable and nonfer 
rous shops is only fair. Those doing 
well among the latter are the excep- 
tion and ascribe their favorable posi- 
tions to defense work. 





Los Angeles 





THE STEEL strike cost six west 
ern steel mills 656,440 tons of ingots 
but had little effect on foundries 
Most ferrous foundries suspended 
casting shipments to struck plants 
during the strike reducing total cast- 
ing output by about 10 per cent. With 
resumption of steelmaking, inquiries 
from steelmakers and fabricators in- 
creased. 

Demand for castings is not vigor- 
ous enough to cause foundrymen 
much optimism. Sales to automotive, 
truck and trailer manufacturers are 


slow. The logging business in the 
Pacific Northwest is tied up by 
strikes. Demand from the _ building 


trades is weak. About the only signs 
of strength in the casting market are 
to be found in the aircraft industry. 
Magnesium, and aluminum foundries 
supplying aircraft manufacturers, 
are at 100 per cent capacity and most 
are booked for long periods. Gener- 
ally, nonferrous foundries are running 
at 60 per cent of capacity and steel 
shops about 75 per cent. Iron found- 
ries are very quiet. 

As the steel strike darkened blast 
furnaces, pig iron grew very short 
Foundry buying increased and No. 1 
cupola cast tended to become scarce 
Previously soft, scrap prices firmed, 
until at strike’s end cast was selling 
for $42-$44. With resumption of steel- 
making, both Kaiser Steel Corp. and 
U. S. Steel Co. began making pig 
available to the trade at $38-$40 per 
ton. Trade observers now consider 
likely a weaker tone to the demand 
for cast material in this district. 
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The Story of 
LINDBERG -Fisher 


Two-Chamber 
Induction 


Melting Furnaces 


Lindberg-Fisher Div. 
Lindberg Engineering Co. 
2453 West Hubbard Street 
Chicago, Illinois 


Please send me & copy of your new 12-page bulletin, 
“Lindberg-Fisher two-chamber induction melting furnaces”. 


Name ; asd Title 
Company 

Street 

i... 


tember 1952 





Foundry 


DEVELOPMENTS 


By EDWIN BREMER 


RIMARY factual data and basi: 
principles necessary for design- 
ing shielded x-ray installations 
are available in a new book X-ray 
Protection Design by H. O Wyckoff 
and L. S. Tayior (National Bureau 
of Standards Handbook 50) 


obtained from the Govern 


which 
may be 
ment Printing Office, Washington 25, 


for 15 cents. Based on recommenda 
tions of the National Committee on 
Radiation Protection, the book gives 
a variety of examples to illustrate 
the application of fundamental prin 
recommendations, and 
detailed 


showing how to determine the opti- 


ciples and 
carries out calculations 
mum conditions providing sufficient 
protection for safe operation with the 
most economical form of radiation 


shielding. Protection requirements 
both for persons working with equip- 
ment and for those in adjoining areas 
are considered 
SUCCESSFUL use of 
carbide inserts for trimming 


cemented 
flash 
or excess metal from steel castings 
is reported by Oliver Corp., Shelby- 
ville, Ill. 
shear blades used on a progressive 


Carbide inserts are on 
die in a crank press in which cast 
steel mower blade guards are pierced 
indicated 


riveted and trimmed, as 


by the lines in the accompanying 





blocks 


had to be changed at the end of the 


illustration Original trim 


day after trimming 12,000 pieces, but 


installation of the carbide inserts at 


142 


the six indicated points, ranging in 
length from 14 to %s-in., increased 
the life to over 100,000 pieces be- 
tween grinds. Cemented carbide in- 
serts were made by Carboloy Depart- 
ment, General Electric Co., Detroit 


+ 


BRITISH foundry _ investigating 
shell molding procedures is reported 
to be pouring off the molds in a hor- 
izontal position rather than in the 
vertical position as commonly prac- 
ticed. Molds are clamped _ together 
with suitably bent nails, and laid on 
a pair of rails. No backing material 
is employed. 


* ‘ x 


ACCORDING to an investigation 
by Takaji Kusakawa, Casting Re- 
search Laboratory, Waseda Univer- 
sity, Tokyo, spheroidal graphite can 
be produced in cast iron by use of 
calcium silicide. Using a low-sulphur 
Swedish charcoal pig as the base, 
7 to 10 per cent calicum silicide was 
required which resulted in an iron 
containing 4.5 to 6 per cent silicon. 
In all cases quasi-flake graphite was 
present as well as spheroidal graphite. 
High melting temperature also is a 
requisite. 

* * * 

STEEL foundry encountering ma- 
chining difficulties due to hard spots 
in low-carbon steel castings found, 
after microscopic investigation, that 
the trouble was due to a small layer 
of higher-carbon content material. 
Since the areas involved were next 
to the core, the latter was suspected. 
Core mixture was changed to elim- 
inate some of the organic binders 
nresent, and the undesirable condi- 
tion was corrected. 


* x * 


EVAPORATION techniques for ad- 
hesion of solders and electroplatings 
to oxide-coated metals and glass have 
shown great progress at the Engineer 
Research and Development Labora- 
tories, Fort Belvoir, Va. Metals such 
as alumirum, chromium and titanium 
become coated with an oxide film even 
at room temperature In a vacuum, 
and it is desirable to secure adhesion 





to them by a process which includes 


their oxides. Evaporated films of 
most metals which form hard ad 
herent oxide coatings can be cause 
to adhere tenaciously to their owr 
and other oxides including glass. Gok 
silver and copper show poor adhesio1 
to oxides. However, those can b 
made to adhere to a metal of th 
previously mentioned group by hig! 
vacuum evaporation techniques. Fo 
example to coat titanium with cop 
per, titanium is first evaporated o1 
the oxide-coated titanium. At the 
first evidence of titanium deposition 
the evaporation of copper is begun 
At the first copper deposit, the titani 
um source is turned off, and the cop 
per evaporation continued until no ti 
tanium shows through the surfac« 
Resulting surface can be soldered o1 
electroplated 


RECENTLY developed adhesive for 
fastening = shell together is 
claimed to perform that function in 


molds 


15 to 90 seconds depending upon thk 
temperature of the shells. It is a 
water soluble resin used in combina- 
tion with an accelerator and corn 
flour or cereal with a usable life of 
3 to 4 hr. When mixed the adhesive 
creamy consistency, and is 
placed on a Shell havirg a tempera- 
ture of 70 to J250°E. 
preferably should be at a tempera 
ture below 210°F. Pressure on op- 
posing shells is required during thi 
curing to insure best results 


has a 


Closing shell 


RECENT issue of Grits and Grinds 
published by Norton Co., Worcester 
Mass., describes experimental work 
leading to development of a swing 
grinder mechanism which permits 
application of much greater pres- 
sures on the work than ordinarily 
applied by the operator. It points 
out that the latter may apply 200 Ib 
while with the mechanism it can 
reach 420 lb. With 200 lb pressur: 
about 40 lb of metal is removed pe! 
hour in grinding stainless steel, with 
a total cost of 25.9 cents per lb. At 
120 lb pressure 135 Ib of metal is 
removed per hour at a cost of 16.4 
cents per Ib. 


DISCUSSING gas removal fron 
molten aluminum alloys, A, W. Brac¢ 
in a paper presented at the annua 
meeting of the Institute of British 
Foundrymen, pointed out that it 
possible to remove the gases to su 
a point that difficulty is encounter 
with gross shrinkage porosity due 
difficulty in feeding. Apparently 4 
small residual gas content aids feed- 
ing the casting. 
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reduced to a minimum in this 
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the Roller Conveyors serve each 
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7 American Industry method of searching out 
ge 
re new ways to cut costs 
th 
\t Never satisfied with perfecting one operation, the we using conveyors at every possible operation?” 
American foundryman applies careful scrutiny to It is this fine-tooth-comb method of approach 
every operation in his plant. Equipment and pro- which distinguishes American industry. There is 
cedures are checked right down the line, for | a Logan Conveyor engineer near you. Write for 
cost-cutting possibilities. An important factor him to call, or for literature. And remember 
is handling equipment. Foundrymen don’t say you always get that certain plus-value when you 
“Yes, we use conveyors.’ Instead they ask “Are specify “Logan” Conveyors. 
LOGAN CO., 580 CABEL ST., LOUISVILLE 6, KY. 
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MAN-TO-MAN 


on the Molder’s Bench 


“Thought Starters” 


By RALPH L. LEE 
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E all have our moments, I 3ut for some reason or other, with 
guess, when we either are in all of these strikes against me and 
the pink or the blues tight knowing better, I sweat quarts with 
now blue is the hue for me. As it a vague hope that through luck I 
usually turns out, no one can _ be would get a casting that would do. 
blamed but myself Now I am not making any excuses 
I just got through shaking out a for myself. In fact, I’m hitting the 
casting, one of the largest the Lee saw-dust trail and confessing my sins. 
Hobby Foundry is fixed to turn out. I will admit, though, that I prob- 
I had to scrape up the last smidgeon ably would not be quite so repentant 
of sand in the shop and only filled if the casting had squeaked over the 
the mold by a squeak. The crucible scrap line. (By the way, the casting 
was filled to the brim but provided was not so bad but what it could have 
barely enough metal. been used in a pinch—-with bowed 
To put it bluntly the casting is no head. ) 
good. The cause is a nasty shift I do not think sinners should take 
and considerable patching resulting much comfort in the knowledge that 
from a cockeyed lift; and all of this they have lots of company. On the 
in spite of a bang up pattern (I other hand, I must confess that the 
made the pattern.) I started out to sharpness of my sin was somewhat 
salvage the casting with a stunt that dulled when I remembered some of 
Jake Dee from down in Houston, Tex., the bottom boards, flasks, pins, lifts 
told me about. You bury the casting and patching (both sand and metal) 
in the sand with the bad spot ex- that I have seen on my many foundry 
posed and pour in new hot metal to visits. 
make the patch. This is a darned Of course, I am not in a position to 


good scheme in deserving emergen- 
cies. 3ut in my case the conscience 
wasn't clear; I wasn’t entitled to use 
the patching technique 

All the trouble started by being too 
nuch in a hurry to get a casting, and 
by compromising with the devil every 
step of the way. The only botton 
boards big enough, by a narrow mar- 
gin, were anything but flat and I 
knew this after setting the flask down 
on first one and then the other ot 
them. 

The flask itself was certainly a 


work of art I had made it out of 





dds and ends when you could not get 
lumber for love nor money The 
pins and guides were way too loose 


and not nearly long enough for the 





high lift I knew I was going to have 
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view with alarm or to point the old 
finger with scorn, and I have no in- 
tention of doing so. On the contrary 
I marvel at the tremendous tonnage 
of usable castings that do come 
through after running the gauntlet of 
makeshift compromises’ with _ the 
ABC’s of molding. All of which again 
proves to me that of the many pro- 
cesses used for shaping metal, the 
sand casting process will take more 
punishment and _ still come through 
than any of them. 

With a quick switch from the ridic- 
ulous to the sublime, I recall a little 
casting I made some time back of 
a nicely finished mahogany pattern. 
This casting not only showed the 
grain of the wood in sharpest detail, 
but the pencil lines of my layout. 
(And I didn’t bear down on the pen- 
cil either. ) 

Shortly after this I cast some 
rather intricate working parts of a 
pressure valve mechanism for my 
new molding machine. Without 
stretching it a bit, they went togethe) 
as planned and worked without any 
finish on the working points and 
surfaces, 

Along ornamental lines I have cast 
a surprisingly accurate duplicate of 
an embossed paper placemat as well 
as some wax engravings with fine 
filigree do-dads. Out on the west 
coast I saw a fellow cast a deep rec- 
tangular instrument cover in green 
sand. I swear the walls were not 


sy-in. over an eighth of an inch. This» 


was cast of aluminum. The operator 
making this casting had the most un- 
foundry like rigging of army surplus 
hydraulic apparatus I have ever seen 
assembled to lift the flask and draw 
the pattern. The sides of those cast- 
ings were almost straight down. 

I know that these stories I am 
telling will not surprise anyone who 
gets about a bit. But to me they 
prove beyond all question of doubt 
that sand casting, by its very nature, 
is a precise method of duplication and 
that if given a chance it can provide 
precision including finish suitable for 
the vast majority of metal products. 
When I say “if given a chance” I 
mean bottom boards, flasks, flask 
pins, flask fittings, pattern plates and 
above all lifts. 

Suppose a blanking or forming 
punch was guided into its die with 
an arrangement similar to some 0! 
our flask pins and fittings. 

Suppose that these same punches 
and dies were leveled off togethe: 
with the same accuracy our poor beat 
up flasks and boards provide. 

Think of even the most accurately 
made pattern plates being forced into 
conformity with these same uneven 


(Concluded on page 146) 
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SCRAP PILE 


before using 
Famous CORNELL 
Cupola Flux 




































> cast 
te of 
well 


‘~ THE CONDITION OF YOUR MOLTEN IRON 


west 


., CONTROLS AMOUNT OF CASTING SCRAP 


not 

This |yndreds of leading foundries—our regular customers—will tell you the 
rator [Me tested and proven way to reduce and hold casting scrap loss to the 
t un- finimum is to use Famous Cornell Cupola Flux—the metal cleanser with a 
rplus jackground of more than thirty four years’ success in casting improvement. 


seen 


mous Cornell Cupola Flux not only purges molten iron of impurities but 


draw ; ° 
kes it hotter and more fluid, reduces sulphur and keeps slag fluid. 


cast- 
e superior condition of iron is reflected in cleaner, sounder, tougher cast- 
s—and easier machinability. 


am 

who Famous Cornell Cupola Flux kee I 
bi | ps cupolas 
bay cleaner. There is practically no bridging over, 
shes and a glazed or vitrified surface formed on 
pues brick or stone lining reduces erosion. Down 
time and maintenance is reduced amazingly. 









| 
vide 
e for And there is a big advantage in the easy-to-use 
pre-measured Scored Brick Form. Practically no 
labor is required to lift Famous Cornell Cupola 
Flux from container and toss it into cupola. 
Where charges of iron are less than one ton, 
you simply use one to three briquettes (quar- 
ter sections) as per instructions. 


ucts 
e” I 
flask 
; and 


uit} Pre-Measured 


. ) SCORED BRICK FORM 
e « ‘eco. 2 a ee WRITE FOR BULLETIN NO, 46-B 


The Cleveland Hur Co. 


1026-1040 MAIN AVENUE, N. W., CLEVELAND 13, OHIO 


ches 
the) 


beat 









FAMOUS CORNELL BRASS FLUX cleanses molten brass even 
when the dirtiest brass turnings or sweepings are used. You 
pour clean, strong castings which withstand high pressure 
tests and take a beautiful finish. The use of this flux saves 





















ite 
in anufacturers of Iron, Sems-3te et, Malleable., 6 ~— considerable tin and other metals, and keeps crucible and fur- 
PVE Bronze, Alummum and Ladle Fluxes - Since 1918 nace linings cleaner, adds to lining life and reduces maintenance. 
FAMOUS CORNELL ALUMINUM FLUX cleanses molten aluminum 
A Ui so that you pour clean, tough castings. No spongy or porous 
NDR Y spots even when more scrap is used. Thinner yet stronger sec- 
tions can be poured. Castings take a higher polish. Exclusive 
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Trade Mark Registered 


formula reduces obnoxious gases, improves working conditions. 
Dross contains no metal after this flux is used. 









(Concluded fro: page 144) 
and widely varying flasks and boards 


Again, I am not viewing with 


alarm—I am just bragging about how 
precise the sand molding process 


manages to be in spite of variations 
and abuses few other metal working 
methods could possibly tolerate 

I count myself to be way up in 
front with a bald headed row of ap- 
plauders for the shell molding process 
When I handle a casting that looks 
like a die-casting. But when I think 
casting, the 


of my embossed 


grain of the pattern 


paper 
wood, the valve 
parts and the instrument case, I ask 
myself “Just what is the major dif- 
shell molding 


ference between the 


With due credit to the splendid 
progress made in the fields of die 
casting, permanent molds, invest- 
ments and the shell molding process, 
I cannot help but think a great op- 
portunity for precise casting still lies 
ahead of us in sand. Our flask peo- 
ple, molding machine folks, pattern- 
makers and others are all moving 
ahead in this direction. But it seems 
to me that a vision of punch presses 
with 
ways; 
rubber and other plastics, for 
dered metallurgy, and for drop forg- 
ings, will light the way for a new day 
never 


their machined and_ scraped 


presses for die casting, for 


pow- 


of precision and finish we 
dreamed possible in the field of our 


grand old standby SAND. 


Plant Protection Booklet 
ls Available 


A booklet setting forth meas 
which should be taken to insure } 
tection of industrial facilities, } 
ticularly those vital to the nati 
defense, has been prepared by 
Office of Industrial Security, Mi 
tions Board, Department of Defe1 
Entitled “Standards for Plant P 
tection,” this booklet suppleme) 
but does not supplant “Principles 
Plant Frotection,” a Department 
Defense publication issued in 1950 

The material covers entry pro 
dures, anti-espionage and _ sabotas 
measures, fire and accident preventio: 


scheme and ordinary sand molding? 


which always comes up is “lift.” The up and 
hardened sand itself serves as guide 
pins—so that irregular boards, flasks 
and pins, to say 
molders, cannot do their dirty 


To my amateur mind the answer 


again. 
nothing of shaky 


work casting or two 


WHEW! I certainly was all wound 
off the deep end 
Well, anyway, the Lee Hobby able for 20 cents from the Superi 


probably 


Foundry is going to mend some of its 


sloppy ways and turn out a precise 


and other areas of the general sul 
ject of plant protection. It is avai 


tendent of Documents, U. S. Go 
ernment Printing Office, Washingt: 


) 


yr 








Meetings of Interest to Foundrymen 


Sept. 8-10—American Standards Association, national 
standardization Museum of Science & 
Industry, Chicago 


conterence 


Sept. 8-12 — Instrument Society of America, national 
conterence and exhibit, Cleveland 

Sept. 18-19 — National Foundry Association, annual 
meeting, Edgewater Beach Hotel, Chicago 

Sept. 22-23—Steel Founders’ Society, fall meeting, thé 
Homestead. Hot Springs, Va 

Sept. 26—Malleable Founders’ Society, industry meet- 
ing, Hotel Cleveland, Cleveland 

Sept. 26-27—Ohio Regional Foundry Conference, Ohio 
Chapters, AFS, and Ohio State Student Chapter 
Ohio State University, Columbus. O 

Oct. 10—Malleable Founders’ Society, personnel con 
ference, Hotel Cleveland, Cleveland 

Oct. 16-17—Gray Iron Founders’ Society, annual meet 
ing, Hotel Cleveland, Cleveland 

Oct. 16-18—Foundry Equipment Manufacturers Asso- 
ciation, annual meeting, Greenbrier, White Sulphur 
Springs, W. Va 

Oct. 17-18 — Michigan Regional Conference, Central 
Michigan, Detroit, Valley, and Western 
Michigan Chapters University of Michigan, 
Ann Arbor, Mich 

Oct. 18-24 — American Society for Metals, National 
Metal Coneress and Exposition, Philadelphia 

Oct. 20-24—National Safety Council, national safety 
congress and exposition, Chicago. 

Oct. 24-25—New England Foundry Conference, MIT, 
Cambridge, Mass. 

Oct. 24-25—Northwest Regional Foundry Conference, 
Oregon, Washington, and British Columbia Chapters 
AFS, Multnomah Hotel, Portland 

Oct. 30-31—Metals Casting Conference, sponsored by 
Purdue University, Michiana and Central Indiana 
AFS chapters, Purdue West Lafayette, 
Ind 

Oct. 31—Nov. 1—AIl Canadian Foundry Conference, 
sponsored by Eastern Canada and Ontario Chapters, 
AFS, Mount Royal Hotel, Montreal 

Nov. 13-14—Southwestern Regional Foundry Confer- 

Tri State AFS, Baker 


Saginaw 
AFS, 


Oreg. 


University 


ence, Texas and Chapters, 


Hotel, Dallas, Tex 


Nov. 19 — American Standards Association, annua 
meeting, Waldorf-Astoria Hotel, New York 

Nov. 20-21 — American Society for Quality Control, 
Midwest conference, Claypool Hotel, Indianap lis 

Dec. 3-5—Society for Experimental Stress Analysis, 
annual meeting and exhibition, Hotel McAlp-n, New 
York 

Dec. 4-6—American Institute of Mining & Metallur 
gical Engineers, electric furnace steel conferen 
William Penn Hotel, Pittsburgh 

1953 

Jan. 19-22—Plant Maintenance Show and Conference 
Public Auditorium, Cleveland 

Jan. 23—Matleable Founders’ Society, general society 

Hotel Cleveland, Cleveland 

Foundry 


meeting, 
Feb. 6-7—California Regional Conference, 
Berkeley, Calif. 
Feb. 12-13—Wisconsin Regional Foundry Conference, 
Wisconsin Chapter, AFS, and Uni- 


sponsored by 
Schroeder Hotel, Milwaukee 


versity of Wisconsin, 

Feb, 19-20—Southeastern Regional Foundry Confer- 
ence, sponsored by Birmingham, Tennessee, and Uni 
versity of Alabama Student Chapters, AFS, Tut- 
weiler Hotel, Birmingham 

Mar. 2-6 — American Society for Testing Materials, 
spring meeting, Statler Hotel, Detroit 

Mar. 12-13—Foundry Educational Foundation, annua! 
TAC-TAC conference, Cleveland 

Mar. for Metals, 
metal Pan-Pacific 
torium, Los Angeles 

Apr. 9-10—Matleable Founders’ Society, fourth annua 
market development conference, Cornel] University 
Ithaca, N. Y 

May 4-8-—Ameriecan 
convention, Chicago 


wester! 
Audi 


Society 
exposition, 


23-27—American 
congress and 


Foundrymen’s' Society, annua 


June 29—July 3—American Societv for Testing Mate 


ria's, annual meeting, Chalfonte-Haddon Hall, Atlan 
T1 (‘it V 

Oct. 8-9—Gray Iron Founders Society, annual meeting 
New Hotel Jefferson, St. Louis 
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THEN SWITCH TO 
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Replate carbon usually | 
provided by pig iron 
Supply a uniform steady 1 ie 


source of graphific carbon. 


EN 


Enable better castirigs-to be 


poured from 100% scrap 





charges. Raise tarbon, on 
reducing chill, shrinkage 
and hardness... increase. 
fluidity and machinability. 


Easy \to-use. 









THE UNITED STATES GRAPHITE COMPANY 


Jivision of The Wickes Corporation - Saginaw, Michigan 


IBF CONVENTION TECHNICAL PAPERS 


Review Metallurgical and Production Problems 


EVENTEEN papers and a film 
were presented at the 49th an- 
nual conference of the Institute 

of British Foundrymen at Buxton 
from June 10 to June 13. The first 
paper, “Role of the Research Found- 
ry Unit,” was the official exchange 
paper contributed by the American 
Foundrymen’s Society and _ written 
by G. A. Lillieqvist, research director, 
American Steel Foundries, East Chi- 
cago, Ind. (This paper will be pre- 
sented in an early issue of FOUNDRY.) 
sefore presenting his paper, M1 
Lillieqvist read a letter signed by 
President Walter L. 
Secretary-Treasurer William M. Ma- 


Seelbach and 


loney of the American Foundrymen’s 
Society extending the most cordial 
greetings and the best wishes of the 
Institute of 
Foundrymen for a successful confer- 


society to the 


ence. 

A lively discussion followed the 
presentation of the paper. Replying 
to J. Jackson, director of research, 
British Steel Corp., Sheffield, Mr. Lil- 
lieqvist said that although he was not 
familiar with converter practice, he 
believed that hydrogen and nitrogen 
would have an influence on fluidity. 
When he and his colleagues had 
added hydrogen to heats in an induc- 
tion furnace, the fluidity had de- 
Asked about hot tears, he 
said that the acid furnace showed a 


creased. 


much higher hot tear characteristic 
than the _ basic. Referring to Mr 
Jackson’s query about acid pickling, 
he said that he thought it was a very 
good test and that in time foundry- 


men would recognize it. 
Hard To Machine 


With regard to a question about 
welding, Mr. Lillieqvist said it is a 
well known fact that welded deposits 
are difficult to machine. There is a 
heat effect that cannot be avoided, 
and it is preferable to have better 
quality control and _ better 
vision of the casting. However, his 
firm could weld 0.27 per cent carbon 


super- 


and 0.20 per cent manganese and had 
even obtained results with 0.45 per 
cent carbon, but with more difficulty 

Replying to a member who _ in- 


quired about sulphur, the author said 


that there is no reduction in either 
basi Oo! acid induction furnaces 
When his firm removed the sulphur 
in the basic open hearth from ap 
! () O19 ne. oI 


By VINCENT DELPORT 
European Manager 
FOUNDRY 


foundry test showed a sulphur con- 
tent of .013 or .014 per cent, a drop 
of .005 per cent in the sulphur. With 
the acid electric the same drop oc- 
curred. Answering a question about 
rare earths, he said that these de- 
press the solidification point of steel 
about 35 to 40° F. 

Ot the remaining 16 papers, four 
dealt with gray iron, four with steel, 
three with nonferrous and light alloys 
and five with miscellaneous subjects. 

In the gray iron section, Dr. H. T. 
Angus discussed “Strength, Structure 
and Composition of Unalloyed Gray 
Iron,”’ He proposed to present an 
orderly summary of existing knowl- 
edge on the subject in such a man- 
ner that foundrymen can make use 
of it in their day-to-day work. The 
basis of the discussion is the carbon 
equivalent value: 


f 


This formula is an expression of 
the effect of silicon and phosphorus 
in lowering the carbon eutectic figure 
by approximately 0.3 per cent for 
each 1 per cent of silicon and phos- 
On this basis the 
strength, 


phorus present. 
tensile 
reduction or 


author discussed 


transverse strength, 
strength with section, hardness and 
shock resistance. He discussed the 
relationship between composition and 
structure and went on to consider 
cooling rate and to give simple ex- 
amples of the way in which the 
curves indicated in the paper can be 
used. 

In the 
Reynolds mentioned that the paper 
did not refer to runners. Dr. Angus 
said that they were one of the things 
in which the foundryman’s experience 
had to play a part, that they could 
not be learned about from diagrams. 
He agreed with the questioner that 
one should use as few mixtures as 


ensuing discussion, Mr. 


possible. Dr. Riley referred to a 
statement in the paper to the effect 
that the resistance to iron to shock 
bore no relation to the carbon equiv- 
alent value. This, he said, might be 
an approximation, but he felt that if 
the silicon was raised, the iron was 
probably more prone to shock than 


it would be with a lower silicon 


Dr. Angus replied that he had 
worded the statement in that ma 
ner because to him carbon equivalent 
value included phosphorus. With 0.7 
per cent phosphorus, one could get 
17-ton iron with low shock resistanc: 
When phosphorus was used in a mix 
ture, shock resistance would increas: 
generally speaking, because the car- 
bon equivalent was lower. He had 
worded the statement as he had bs 
cause of the interference effect of 
phosphorus, which would completely 
upset any shock resistance figures. 

Molds Cracked 

Replying to a further question, h« 
said that he had referred only to me. 
chanical shock, that resistance to 
thermal shock rose with increased 
graphite content. Mr. Reynolds men- 
tioned that when ingot molds for 
casting copper were made with a cold 
gray iron, the molds cracked when 
copper was cast in them. His col- 
leagues had annealed molds of the 
same composition, but found that the 
only answer was a fairly high silicon 
hematite type and fairly high carbon. 
Mr. Reynolds later mentioned that in 
his experience he had found that 
when using fairly common irons, he 
obtained better and more consistent 
results by using two pig irons, rather 
than just one. Two irons used in com- 
bination invariably produced bette! 
results and a higher tensile strength 
than either one used alone. 

The next paper was ‘Production of 
Ingot Molds by Sandslinger in a 
Mechanized Foundry” by J. Raymond 
Jones, who described the new ingot 
mold foundry at Landore works of 
Richard Thomas & Baldwins Ltd. The 
molds, which weigh from 10 to 22 
tons, are required by the new works 
of the Steel Co. of Wales and the 
works of Richard Thomas. The au- 
thor described the layout of the 
foundry, the drying stoves and th 
cupolas, of which there are three, 
with an average melting rate of 12 to 
14 tons per hour and a daily output 
of 250 tons. 

The sand plant has a continuous 
mill. There is a special knockout 
grid, the castings are cleaned bs 
wheelabrator. Well equipped labora- 
tories for sand analysis and pig iro! 
control are maintained, The mai 
factors which controlled the desig? 
of this foundry were the necessity t 
provide an output of 1000 to 12 

(Continued on page 151) 
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~~! Sand magazine height adjustment 


isi * Air volume control prevents waste ; ; 
for various height boxes 


al of air 











* Built-in air reservoir—top line pres- 
sure for maximum uniform blow 


hi *Swing-type sand magazine re- 
i‘ loaded effortlessly 











*Core box positively located by 


va alignment stops 


¢ Single control valve unit eliminates 
chance of error 


*One magazine for all jobs 





* Magna-Hold, magnetic plate holder, 
permits blow plate change in sec- 
onds without tools 


* Removable clamp unit for vertically- = ay 
split boxes 





THE B&P 


CHAMPION 
CB-9 CORE BLOWER -1x1.xsin.-rcisinrve 


u o 4% lbs 


LOWEST COST eee, 


complete unit on the market! 


No extras to buy—complete with air gauge, blow 
gun, master blow plate, two blank blow plates, 
vertical clamp and vent plate for blowing vertically- 
split cores, and Magna-Hold quick-change blow 
plate holder. 









| Please send more information on the Champion CB-5 
Core Blower. 


| Have sales enginer call. 







Please send more information on the Speedmullor- 
Preparator Unit (shown on next page). 


Have sales engineer call. 
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(Continued from page 148) 

tons of ingot molds weekly, the wish 
to reduce hard physical work to a 
minimum, and the desire to offer 
good working conditions. 

Discussion chiefly concerned points 
of layout, organization of an ingot 
mold foundry, and details of practice. 
The author gave more information 
about the new foundry in his replies. 


MINIATURE 


ISITORS at the International 
Foundry Conference and Show 
in Atlantic City saw what is believed 
to be the world’s smallest cupola in 
operation. It was displayed through 
the courtesy of McWane Cast Iron 
Pipe Co., Birmingham, at the Car- 
borundum Co. booth, and operated 
by McWane personnel—Dr. Fred C. 
Barbour, Raymond Carter Jr. and 
Woodrow W. Sanderson. 
This unit was first publicized in the 
Autumn 1948 issue of “Sloss Pig 
Iron Rough Notes,” quarterly tech- 
nical publication of the Sloss Sheffield 
Steel & Iron Co., Birmingham, and 
has attracted wide interest since then. 
Dr. Fred C. Barbour, chief metal- 
lurgist, and William M. Spradlin, 
melting supervisor, McWane Cast 
Iron Pipe Co., designed and built the 
3-in. cupola to study the effects of 
various elements in iron. Experiment- 
al work in the small cupola can be 
duplicated in the larger cupolas at 
the McWane plant. 
Since the original cupola did not 
have peep holes and doors on the bot- 
two new 3-in. cupolas were built 
it McWane for the show at Atlantic 
‘ity with the same dimensions. 
Dimensions for the unit are: Shell 
9%, in., height 18 in., inside diameter 
} in., Six tuyeres (diam. each) 5/16- 
in, Slag-hole 11% in. below tuyeres, 
height 3 in., tuyeres to tap hole 


Normally, a charge consisting of 
the following is used: % pound of 
ron, 1 ounce of coke (% in. down), 
's-ounce of limestone (14-in. down). 
The iron is usually Talbot strips 
'»o x 1% x 1% in.) or scrap pipe 
into small How- 
pieces of 


Droken up pieces. 


solid iron and steel 


Weighing as much as 2 pounds, have 


melted successfully. 

Atlantic City, the charges were 

up as follows: 2 pounds of iron 
(') per cent scrap from sand cast 
ure pipe), 4 ounces of 
tnut size), 1 ounce of limestone 
n. down), 1 five-gram 
» briquet. 
charges were increased to the 
iy and mixed in a paper bag to 
‘av time during the melting opera- 


coke 


Ferro- 


] 


September 1952 





The standard analysis, except for 
very small molds, is 3.4 to 3.6 per 
cent carbon, 0.18 per cent combined 
carbon, 1/6th to th silicon (0.141 
silicon for small molds), 0.06 per cent 
sulphur, 0.5 per cent phosphorus and 
0.8 per cent manganese. Mr. Jones 
said the foundry has no trouble with 
application of the sandslinger to deep 
molds; in fact, density is much more 


even than with hand-rammed molds. 
Questioned about the composition of 
the charge, he said that the foundry 
uses up to 30 per cent ingot moid 
scrap when it is available, but does 
not use machine scrap. 

Asked why the foundry wrapped 
core bars with straw, Mr. Jones ex- 
plained that experience showed that 

(Continued on page 154) 


CUPOLA AIDS -IN MELTING STUDY 


By JOHN F. DRENNING 
Kerchner, Marshall & Co. 
Birmingham 
tion. After Saturday, two silicon car- 
bide briquets instead of were 
used and the limestone addition was 
eliminated. 

Oxygen was not used in the cupola. 
Compressed air from Convention Hall 
was used for the blast, which was 
supplied through a rubber tube con- 
nected to the wind box. By using a 
regular gas valve, the pressure was 
adjusted through a column of mer- 
cury in a glass bottle. Air enters the 
cupola from the wind box through 
six 5/16-in.-diam round tuyeres, 3 
in. above the tap hole. 

The melting rate is approximately 
60-65 pounds per hour, and the cu- 
pola is tapped intermittently. Slag 
is run off through a rear slag hole 


one 


located 11. in. below the _ tuyeres. 
For burning in the bed, a new 
method was developed at Atlantic 
City because suitable gas was not 
gay 
© tae, 
ca Re ey . 
Werden. te ; 
: whiedi 1¢ 1), oa rm 
@ o> 3% 0 OS. Oe i em ree cm: wnqee 
= Peat tt tho mg mdb 9 
| i. 
# g oe 8 as 


i ii 
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available. A small blow torch with a 
removable fuel element was used with 
a great deal of success after the first 
few heats. 

If any bridging is encountered, the 
wind is cut and the tuyeres are 
punched out in the same manner as 
on larger cupolas. The iron produced 
was very hot and fluid throughout 
the heats. Fractures from the pigs, 
poured in steel molds, showed a uni- 
form, fine grain. 

Practically every engineering school 
in the United States has obtained 
blueprints from Dr. Barbour and Mr. 
Spradlin, and many have had models 
in operation for some time. Blue- 
prints have been sent to 17 foreign 
countries over a period of several 
years. 

Blueprints of the new cupolas with 
bottom doors and peep holes can be 
obtained by writing to Dr. Fred C. 
Barbour or William M. Spradlin, Mc- 
Wane Cast Iron Pipe Co., Birming- 
ham 2, Ala. 









William M. Spradlin and Dr. Fred C. Barbour, McWane Cast Iron Pipe Co., 
Birmingham, operating the 3-inch-diameter cupola they designed and built 
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heavy duty work! 





oreater SPEED, STRENGTH, SAFETY 
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Notching - Rust and mill scale removal - 
Smoothing flame cut edges 
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high speed operation and fast stock removal for increased production. 


Rugged Performance  syien rein 


forcement gives SAF-T-CUT rigid strength for heavy duty work on portable 
grinding equipment. 


» 
Long Life — SAF-T-CUT stamina, on job after 


job, is constantly cutting costs, through longer life. 


Built-in Sa fet y_ reinforced both laterally 


and concentrically, SAF-T-CUT disc-wheels can be oper- 


ated safely at the production-boosting recommended 





Westboro, Massachusetts, U.S.A. 


Branch Offices and Warehouses — 

Chicago, Cleveland, Detroit, Pittsburgh 
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For quick, intelligent ac- 
tion on one or all of the 
foundry commodities 
listed above, contact the 
Hickman, Williams office 
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(Continued from page 151). 
without straw wrappinp the contrac- 
tion was so great that it squeezed 
the core up on the bar until it was 
so difficult to remove the core bar 
that the core bar sometimes broke. 
The same difficulty had been encoun- 
tered when a lime and sand coat was 
used unless the sand was weakened. 
Then there was no bond and no 
trouble in stripping. The author men- 
tioned that the downgates are 3 in. 
in diameter and have standard in- 
takes off them of approximately 1 x 
1‘, in. The foundry pours a 10-ton 
mold in 3 minutes. 

In a contribution on “Methods Em- 
ployed in the Production of Heavy 
Iron Castings,” J. Richardson, found- 
ry manager, Brightside Foundry & 
Engineering Co. Ltd., and C, F. Law- 
son, foundry manager, Buckley & 
Taylor Ltd., exemplified the advan- 
tages to be gained by the fusion of 
pure science, organization and crafts- 
manship through experience. They 
pointed out that in the manufacture 
of steelworks plant, the range of cast- 
ings required calls for almost every 
known method employed in foundry 
practice. They presented a few ex- 
amples of heavy castings with par- 
ticular reference to their main fea- 
tures and problems and analyzed pro- 
duction methods with the object of 
extracting the main principles from 
the mass of routine detail and formu- 
lating general principles applicable 
to a variety of castings. 


Effect of Chills 


Among the points raised in the dis- 
cussion was the question of chills. 
Mr. Lawson pointed out that two 
principles are involved which to a 
certain extent are incompatible. In 
one instance the object is to absorb 
heat, but in the other it is to affect 
the true structure of the metal. 
Chairman E, Longden said he thought 
the real purpose concerned the heat 
conductivity of the metal. In one 
operation chills equalized heat but 
did not destroy machineability, where- 
as in the other, as he understood it, 
they produced white iron. 

Many points of detail were raised 
in connection with the specific ex- 
amples of castings given in the paper 
As he proposed a vote of thanks, 
the chairman made two points. The 
foundrymen had manufactured core 


centers of up to 21 tons and in the 


larger sizes had definitely insisted on 
the bases’ being plated, but neverthe- 
less had to take the precaution of 
taking the cores out and cooling them 
with drafts of air. Mr. Longden’s 
other point was a recommendation 
(Continued on page 156) 
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Machine, with 12,000 Ib. 
jolt capacity and 25” 
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DOUBLE JOLT FEATURE 
and the sturdiness so 
necessary to give a 
positive ram throughout 
the core or mold. 
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iron founders dealing with 


(Continued from page 
that cast 
heavy castings subject to high pres- 
sure and temperature should use zir- 
con the would 


make up for the higher cost. 


sand because results 


I. C. H. Hughes, Mond Nickel Co. 
Etd:. 3irmingham, contributed a 


paper on “Some Effects of Maynesi- 
um on the Formation of Graphite in 
a Solidifying Cast Iron.”’ Following 
a brief review of the existing hypoth- 
the mechanism of 
spheroidal-graphite and 


their limitations, the author described 


eses to explain 


formation 


expeiiments to show the detailed dif- 
the 
magnesium-free 


ferences between cooling curves 


obtained from and 


magnesium-containing hypoeutectic 


cast irons. 

In his conclusions, Mr. Hughes 
stated that the addition of magnesi- 
um to a cast iron of slightly hypo- 


eutectic composition appears to have 
effects. It 
eutectic temperature, with an accom- 
the 
eutectic crystallization; it 


three main depresses the 


panying increase in number of 
centers of 


the 


ticles to spheroidal, with a 


changes form of graphite par- 


resulting 
essential change in growth mechan- 
due to the 


tenite envelope around each spheroid; 


ism, formation of an aus- 


and it increases the tendency of the 
eutectic liquid to solidify as_ iron- 
carbide eutectic and decreases the 


tendency to form new graphite par- 
any shape after the begin- 


the 


ticles of 


ning of eutectic reaction. 

The author compared the respective 
behaviors of inoculated and noninocu- 
lated 


graphite. 


flake-graphite and 
After 


remains to be 


spheroidal- 
that 
about 


pointing out 


much learned 
effects of 


other 


the composition changes, 


spheroidizing elements, inter- 


fering elements, and inoculation be- 


fore the full mechanism of spheroidal 
graphite formation is established, the 
stated that 


broadly in 


author the findings ar- 


rived at agreement 


the 


are 
conclusions oft 
detail. 
shown 


with Dunphy and 
For 


that in 
containing 


Pellini, but differ in eX- 


imple, it has been 


inoculated magnesium 
irons, the last liquid solidifies direct- 
ly as austenite and graphite and that 
the the 
eutectic, with subsequent rapid graph- 


solidification of iron-carbide 


itization, occurs only when inocula- 


tion is omitted. 

This paper was followed by an in- 
tervention by H. Morrogh, who re- 
ferred to a statement by Mr. Hughes 
that tin the 
nodular graphite. Mr. 
that he had found up to 0.13 of tin to 


be without harmful effect on spheru- 


hindered formation of 


Morrogh said 


(Continued on page 208) 
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For quick, accurate temper- 
ature readings of molten metals, 
operators of non-ferrous foundries 
everywhere are relying on the Alnor 
Pyro Lance. Portable, handy to use, 
the Pyro Lance has a protected 
thermocouple, with adjustable angle 
head, mounted in the lance tip. It 
takes temperature below the surface 
—unaffected by dross or other con- 
ditions. Here’s an easily handled 
instrument to help control quality in 
the foundry. For complete informa- 
tion and prices on this valuable 
instrument write for Bulletin No. 
1724-D. Illinois TestingLaboratories, 
Inc., Room 511, 420 N. LaSalle St., 
Chicago 10, Illinois. 
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BETTER CASTINGS 


at LOWER COST 
With 


DUREZ-honded 
Shell Molds 


Truly remarkable precision and economy were achieved by 
the Arrow Pattern and Engineering Co. (Erie, Pa.) in mak- 
ing this 40 lb. aluminum diffuser casting for turbo-chargers. 
But these are by no means all the advantages you can obtain 
with shell molds in standard foundry operations. 






By using phenolic resin and special wetting agents de- 
veloped by Durez, you can produce shell molds with 


High strength at pouring temperatures 
Minimum curing cycle 

. Perfect reproduction of pattern detail 
. Less dust during mixing 


@&® @ @ © 
RWN> 


If you are investigating this process, our engineers can 
be of aid to you—can help you to 


1. Utilize your present patterns and plates 
2. Eliminate surface roughness from castings 
P . .R hell | ily f tt 
RESIN: A specially developed Ourez bonding 3 emove shell mo ds easily from patterns of deep draw 
bee 4. Eliminate warpage in shell molds 
SAND: 150 A.F.A. for shell mold. 250 A.F.A. Durez technical counsel and quality resins for shell molds 
are backed by more than 30 years of experience in serving 


green for mold back. ee 
the nation’s industries. 


A letter of inquiry, or the coupon below, will obtain the 
prompt attention of our engineering staft. 


MOLDING COMPOUNDS 


PHENOLIC INDUSTRIAL RESINS 
RESINS 


PROTECTIVE COATING RESINS ~ 





PHENOLIC RESINS THAT FIT THE JOB 


Learn what DUREZ has to offer! 


DUREZ PLASTICS & CHEMICALS, IN¢ 
1009 Walck Road. North Tonawanda, N. Y 


Send me information on the shell molding process. 


Name 
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Activities of Foundry 


GROUPS 


Central Ohio 


IGHTH annual picnic of Central 

Ohio Chapter of the AFS was 
held at the Columbus Riding Club 
June 28. Two hundred members and 
guests enjoyed the social activities, 
relaxing in the companionship of 
other foundrymen, and 
mutual 


discussing 
problems. and = accomplish- 
ments. 

Following 


drawing for a large number of door 


dinner, there was a 
prizes supplied through vendors who 
serve the industry in the area, and 
few went home empty handed. A 
floor show completed the day’s events. 

Wilfred H. White, Jackson Iron & 
Steel Co, 


Michiana 


epondaenany officers of Michiana 
Chapter of the AFS met with 
members of the program and enter- 
tainment committee June 27 at Ply- 
Country Club to 
plans for the coming year. Program 
Pugh, 


mouth complete 
committee, headed by Leslie 
Casting Service Corp., LaPorte, Ind., 
plans one meeting on shell molding 
and three ferrous and three nonfer- 
rous group meetings. First meeting 
will be at St. Joseph, Mich., Oct. 13, 


ua 





WESTERN NEW YORK Chcpter of the AFS held its 
annual picnic June 28 at Sturm’s Grove, Bowmans- 
Committee for the affair included Lyn 
Roberts, chairman, Erwin Deutschlander, Roger Walsh, 


ville, N. Y. 


‘a 
a : 
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and the following meetings at Morris 
Park Country Club, South Bend. 
Chairman Roy Payne of the enter- 
tainment co:nmittee announced the 
picnic will be held Sept. 13 at Ply- 
mouth Country Club. Between lunch 
at noon and dinner in the evening, 
golf, horseshoes, soft ball, etc. will 
be available. Bathing facilities have 
been arranged at Pretty Lake, four 
miles west of Plymouth. Entertain- 
ment is promised for the evening. 
A. J. Rumely, LaPorte Foundry Co. 


Cincinnati District 


\ ORE than 250 members and 
‘ guests were present at the annual 
golf party and picnic of the Cincin- 
nati District Chapter of the AFS 
held June 9, at Summit Hills Country 
Club, Fort Mitchell, Ky. Featured 
was a complete program of golf, base- 
ball, horseshoes and buffet supper 
with a large number of golf and door 
prizes for distribution to those pres- 
ent. 

Officers elected for 1952-53 are: 
Burt A. Genthe, S. Obermayer Co., 
Cincinnati, chairman; William  L. 
Oberhelman, Oberhelman-Ritter 
Foundry Co., Cincinnati, vice chair- 
man; Harry F. Greek, Hill & Griffith 
Co., Cincinnati, secretary; and Harry 


io 


a) 
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Jack Heysel. 


R. Shick, Ransom & Orr Co., Cincin 
nati, treasurer. Directors are: Ernes 
Piazza, Whiting Corp.; Jesse Jame 
Dayton Oil Co.; Phil Pearson, W 
liamson & Co.; and Robert H. Ritte 
Oberhelman-Ritter Foundry Co. 
David J. Pusack, Cincinnati Milliny 
Machine Co. 


Southern California 


A S IS the custom, the concluding 
4 meeting of the season -for the 
Southern California Chapter of AFS 
is in honor of past officers and also 
welcomes the newly elected officers 
for the coming season. This year the 
meeting was held June 13 at the Rod- 
ger Young Auditorium, Los Angeles 
at which the accomplishments unde: 
the leadership of Henry W. Howell, 
Howell Foundry Co., Los Nietos, 
Calif., and his fellow officers wer 
reviewed. 

Those elected to serve during 1952- 
53 are: Harold G. Pagenkopp, Ange- 
lus Pattern Works, Huntington Park, 
Calif., president; Hubert Chappie, Na- 
tional Supply Co., Torrance, Calif., 
vice president; CharlesR. Gregg, Gregg 
Iron Foundry, El Monte, Calif., secre- 
tary; and William Baud, Mechanical 
Foundries Division, Food Machinery 
& Chemical Co, Vernon, Calif., treas- 
urer. New directors to serve three 
years are: Robert W. Wagner, Na- 
tional Brass Works; Paul Koenig, 
Mastercraft Pattern Co.; Anthony 
Tuzzolino, Overton Foundry; and AIl- 
fred A. Grant, Grant & Co.—Alfred 
A. Grant, Grant & Co. 


Eastern New York 


BRIGHT and sunny day added 
+ to the pleasure of the annual 
outing of the Eastern New York 
Chapter of the AFS on June 14 at 
Endries Willowbrook Inn. Those who 


(Continued on page 160) 
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Alex Calwell, Marve Taublieb, Carl Johnson, Carl 
Harmon, Gerry Goetsch, Leonard Greenfield and 
Photos by courtesy of Marve Taublieb, 
Frederic B. Stevens Inc., Buffalo 
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THAR’S GOLD 


OT al 


Do you know that... 


* by far the largest savings for 
iron and steel foundries are to 
be found in the rich field of 
sand reclamation? 


that Hydro-Blast equipment 
reclaims almost 90°; of all sand 
reclaimed in the United States 


that 4000 tons of sand is re- 
claimed by Hydro-Blast sys- 
tems daily? 


that these Hydro-Blast instal- 
lations eliminate the need for 
600 freight cars, or 20,000 tons 
of steel made available for other 
uses?—a fact of major interest 
to government production offi- 
cials! 


Pr taal 
of 


7 t/ 


that the Hydro-Blast system is 
the only one proved satisfactory 
for making refuse sand equal in 
quality to new sand—assures 
closer control of quality and 
production cost 


that Hydro-Blast has run mas- 
sive pilot-plant tests on waste 
sands from more than 200 foun- 
dries—sands returned for suc- 
cessful use in making castings 


that cash benefits realized from 
better quality castings, in- 
creased production, lower re- 
jection rates and huge cuts in 
costs of sand and sand trans- 
portation, make for speedy 


amortization of Hydro-Blast 

equipment—in some instances 

only two years! 

that Hydro-Blast has been 

studying sand chemistry and 

sand reclamation continuously 

and objectively since 1935— and 

is the only concern that has. 
These are strong statements. 
They are palatable food for 
straight thinking—and exceed- 
ingly nourishing. 

We can prove them-—and wel- 
come opportunities to do so. 

If you are casting a prospecting 
eye at your own sand costs, you'll 
find it’s ‘‘good business” to talk 
to Hydro-Blast first . . . and last. 


HYDRO-BLAST Corporation 


2550 NORTH WESTERN AVENUE e 


CHICAGO 47, ILLINOIS 





RY September 1952 159 





SOUTHERN) CALIFOR- 
NIA Chapter of the 
AFS held its last reg- 
ular meeting of the sea- 
son June 13 at Rodger 
Young Auditorium, Los 
Angeles. Among. ac- 
complishments of the 
year was collection ot 
$200 more than _ its 
planned contribution to 
the AFS building fund. 
Above, left to right, 
are Henry Howell, retir- 
ing chapter chairman; 


Charles Gregg, treasurer, collecting money from Emil Reshke and James Oliva. 





Photo by Ken Sheckler, Calmo Engineering Co. 


(Continued from page 158) 
chose to compete indulged in golf 
chipping and horseshoe pitching con- 
tests at which Teddy Carlson, Gen- 
eral Electric Co., officiated. 

A soft ball game was staged by the 
huskies of Rensselaer Valve Co., Al- 
bany Castings Co. and General Elec- 
tric Co., against the champions of 
Vermont Foundry Co., Eddy Valve 
Co., Adirondack Steel Co., Sandy Hill 
Iron & Brass Co., and Rensselaer Poly- 
technic Institute. A pitcher's battle 
ended with a score of 15-15. 

tay Willey, 
ducted a demonstration of his fasci- 


water dowser, con- 


nating and mysterious art of locating 
underground streams from a contour 
map of the area. Following dinner, 
the newly elected officers were in- 
stalled. They are: Leigh Townley, 
Adirondack Steel Co., 
General Electric Co., vice 


chairman; E. S 
Lawrence, 
chairman: W.C. Stevenson, Rensselae} 


Valve Co., secretary-treasure? 


aa 


As entertainment chairman for the 
second successive year, Newt Wil- 
liams, George Pettinos Co., was re- 
sponsible for a top flight outing. 


E. S. Lawrence, General Electric Co. 


Wisconsin 


ORE than 700 members and 

guests attended the 17th annual 
golf outing of the Wisconsin Chapter 
ot AFS held at Maplecrest Country 
Club, Kenosha, Wis., July 18.  Be- 
cauSe it rained nearly all day, less 
than 100 played golf. In addition to 
dinner and the distribution of golf 
and attendance prizes, which had been 
contributed by more than 150 foundry 
equipment and supply companies, 
there was a floor show to conclude 
the program. 

C. N. Spidell, Sand Products Corp., 
was chairman of the outing commit- 
tee and he was assisted by: Norm 
Amrhein, Federal Malleable Co., co- 
Marvin Electro 


chairman; Knoller, 








EASTERN NEW YORK Chapter of the AFS held its annual picnic at Endries 
Willowbrook Inn June 14 with 83 attending. 
demonstrated his art of “map dowsing” to find underground water 
Photo by courtesy of Howard Bodwell, General Electric Co. 


(above), 


streams. 
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Ray Willey, General Electric Co. 


Refractories & Abrasives Corp.; Wal 
ter Knapp, Delta Oil Products Co. 
Leonard G. Gratz, G. & O. Patter: 
Co.; Ed Sadek, Sadek Metal Co. 
Herbert Runkel, Lake Shore San 
Co.; M. C. Frankard, Delta Division 
Rockwell Mfg. Co.; and Henry See 
both, Milwaukee Bronze Castings C 
John E. Hubel. 


French Foundrymen Hold 
Annual Convention 


Lille, a leading industrial city in 
the north of France, was the location 
this year of the 25th annual con- 
vention of the Association Technique 
de Fonderie, May 19-21 under th 
chairmanship of this year’s president 
Paul Muguet, of Societe de Commen- 
try-Fourchambault et Decazeville. In 
addition to members of the associa 
tion, visitors attended from Belgium, 
Western Germany, Great Britain, 
Italy and the Netherlands. 

Seventeen papers were presented at 
the various sessions. Etienne Sau- 
terau, in charge of the steel depart- 
ment of the Centre Technique de 
Fonderie, contributed a paper on “The 
Use of Extensometers and Strain- 
gages in the Steel Foundry.” Etienne 
Doat, in charge of the cast iron de- 
partment, and Francois Danis of the 
same department of the Centre Tech- 
nique, presented a paper entitled 
“Correlation between Various Me- 
chanical Tests for Gray Irons.” 

“Classic Mechanical Tests—Effects 
of the Modes of Operation on the Cor- 
relation of Results’’ was the title of 
a joint contribution by Lucien Sous- 
tre, head of the laboratories of the 
Centre Technique, and Pierre Broouet, 
of the laboratories. H. de 
Leiris, naval engineer, discussed ‘‘The 
Rupture in Service of Castings Sub- 
jected to Cyclic Strains.” A _ paper 
entitled ‘“‘Remarks on the Measure- 
ment of the Modulus of Elasticity in 
Cast Irons” was contributed by Pro- 
fessor Le Rolland and Mme. Plenard 

Jean Gelain, joint director of Re- 
search at the Centre Technique de 
Fonderie, presented a paper entitled 
“Remarks on Atmospheric Risers.’ 
Joseph Leonard, past president of the 
Belgian foundry association and ot 
the International Committee 
Foundry Technical Associations, con- 
tributed a paper entitled ‘Porosity; 
Solidification Period of the Phosphide 
Eutectic.” Another paper contrib- 
uted by the Centre Technique de 
Fonderie, was by Pierre Nicolas, head 
of the raw materials division. His 
subject was “Life of Clay in Molding 
Sands.”” Principal Engineer Meyer's 
contribution was on “Corebinders for 


same 


(Concluded on page 162) 
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: Why are U.S. Rubber erinding wheels 
chosen to erind 


Pearlitic Malleable lron? 





1b- 





rr 
a Lo grind gates from castings of Pearlitic Malleable Iron, the 
ed grinding must be done very quickly, at great pressures, so that 
5.’ there is no time for excessive heat to build up. Not only must the 
he Wheel cut rapidly and cool but also it should be wear resistant to 
f provide economy. Special tailor-made wheels by United States 
Rubber Company are the only wheels which this foundry has 
found suitable for the job. 

rhis is another example of why it can pay you to consult a 
“U.S.” technician about your grinding wheels requirements. 
Invariably he can help you increase production and PRODUCTS OF 
reduce costs. Write address below. 


i ©) 


MEMBER 


TFUNITED STATES RUBBER COMPANY 


MECHANICAL GOODS DIVISION +» ROCKEFELLER CENTER, NEW YORK 20, N. Y. 
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(Concluded from page 160) 
the Foundry.” 

The exchange paper of the Insti- 
tute of British Foundrymen was by 
P. G. Pentz and G. L. Harbach; their 
subject was “Progress with Syn- 
thetic Resin Corebinders."" The Ger- 
man exchange paper, by Dr. Franz 
Roll, was on “Contribution to the 
Microscopic Examination of Core- 
binders.”’ 

Georges Ulmer, head of thermic 
studies at the Centre Technique, and 


VT 
Mengde senna cece 


Maurice Decrop, his assistant, pre- 
sented a paper on ‘Portable Drying 
Stoves.” 

Five papers dealt with nonferrous 
and light alloys. ‘Quench Burns in 
Heat Treated Light Alloys’? was the 
title of a paper contributed by Henry 
Garnier of Centre Technique de 1]’Alu- 
minium. Louis Grand, of Cie Pechi- 
ney, Chambery, contributed a paper 
entitled “Study of a Light Alloy 
Casting Submitted to Static and Dy- 
namic Stresses.’ A contribution by 





CINCINNATI Chapter of the AFS held its annual golf party and picnic June 9 


at Summit Hills Country Club, Fort Mitchell, Ky. 


At top, Burt Genthe, S. Ober- 


mayer Co., Cincinnati, (left) chapter chairman elect, presents gift to William 


Schneble, Advance Foundry Co., Dayton, O., retiring chairman. 


Below, left to 


right, are golfers Tom Collins, Aluminum Industries Inc.; Jim Salzman, Powell 


Valve Co., and William Clark and Bud Hoffheimer, Buckeye Products Co. 


Photos 


furnished through courtesy of G. T. Fredstrom 
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Georges Blanc, director of research, 
and Pierre-Julien le Thomas, engi- 
neer, at Centre Technique de Fonderie 
was entitled “Elimination of Alumini- 
um in Tin Bronzes.”’ Marcel Cirou 
head of. the non-ferrous division of 
the Centre Technique presented a 
“Study of the Rate of Pouring in 
Non-ferrous Alloys.” ‘Note on_ the 
Manufacture of Precision Pattern 
Plates” was contributed by Bernard 
Faure of Fonderies Faure et Cie 
This was accompanied by a colored 
film. 

Between the technical sessions, vis- 
its were organized to the works of 
Cie. Fives-Lille, a large engineering 
works operating a steel and an iron 
foundry, and to the coke ovens of 
Henin and Drocourt. 


International Labor 
Group Issues Reports 


International Labor Organization, 
a specialized agency assoc.ated with 
the United Nations, recently met ai 
Geneva, Switzerland. Worker, em- 
ployer and government delegates 
from 20 leading metal trades na- 
tions discussed developments and 
problems in the metalworking in- 
dustry in their respective countries. 
Three reports cover the agenda for 
meetings of the metal trades com- 
mittee and the iron and steel com- 
mittee. They are available in printed 
form from International Labor Of- 
fice, Washington Branch, 1825 Jef- 
ferson Pl., N. W., Washington 6. 

Titles of reports of the metal 
trades committee are: “General Re- 
port,” ‘Human Relations in Metal 
Working Plants” and ‘Factors Af- 
fecting Productivity in the Metal 
Trades.’ The set costs $2. 

Iron and steel committee reports 
are: “General Report,’ ‘Vocational 
Training and Promotion in the Iron 
and Steel Industry” and ‘Welfare 
Services in the Iron and Steel Indus- 
try.”” Set is priced at $1.50. 


Gray lron Research Group 
Moves, Elects Officers 


The Gray Iron Research Institute 
Inc. has moved from its former quar- 
ters at 1300 Grandview Ave. to large! 
ones at 870 West Third Ave., Co- 
lumbus 8, O. The new facilities will 
include laboratory as well as _ offic: 
space for an intensive program 0 
plant research and development. 

Karl G. Presser has been named 
assistant director of the Institut: 
Mr. Presser formerly was with Su 
perior Engine Division, National Su} 


{ 
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OU RE dealing with big stresses and_ strains 
Y when you jockey multi-ton loads of metal 
around your plant. Every part of the crane must 
be ready for its job—with an extra margin. 

That is why this crane wheel was checked by 
radiography. It was the one way to prove whether 
gas pockets or other internal defects might exist 
to cause a hazard. 

Foundries working with all kinds of metals and 
alloys are finding it increasingly important to radio- 
graph their castings. Then they know only quality 


Radiography... 


another important function of photography 





Big loads 
going up- 


$0 
RADIOGRAPHY 


checks the 


crane wheel 


products are released. Also in planning long pro- 
duction runs, radiography of pilot castings often 
indicates ways to improve methods and increase 
yield. 

See your x-ray dealer. He'll gladly show you how 
radiography can increase your production and im- 
prove quality. Also send for a free copy of “‘Radiog- 
raphy as a Foundry Tool.” 


EASTMAN KODAK COMPANY 
X-ray Division 
Rochester 4, N. Y. 


TRADE-MARK 








® Improved workability with 
sand, and accurately shaped 
cores, and consistently uniform 

castings result from the use of 

Smith L-O Core Oil. It is not accidental 

that such uniformity and accuracy is obtained, 
for with Smith L-O you select the 

grade best-suited to the type of sand used 

and type of metal cast. 

Consult the representative in your 

territory for an analysis of your requirements. 


No cost or obligation whatsoever! 





ROD DIP™ LIQUID PARTING 


SMITH OIL & REFINING CO. 















WAREHOUSE STOCKS 
AVAILABLE 


In The Following Cities 


@® COLUMBIAN WAREHOUSE CO. 
Reading, Pennsylvania 


@ FOUNDRIES MATERIALS CO. 
Coldwater, Michigan 


@ FOUNDRY SERVICE CO. 
Birmingham, Alabama 


@ THE FOUNDRY SUPPLY CO., INC. 
Minneapolis, Minnesota 


@F. F. SHORTSLEEVE 
Elmira, New York 


@ MALCOLM G. STEVENS 
Arlington, Massachusetts 


@ PACIFIC GRAPHITE CO., INC. 
Los Angeles 22, California 


@ ST. LOUIS COKE & FOUNDRY 
SUPPLY CO. 
(formerly M. W. Warren Coke Co.) 
St. Louis, Missouri 


@ WESTERN FOUNDRY SAND CO. 
Seattle, Washington 


@ WESTERN INDUSTRIAL SUPPLY CO. 
Portland 14, Oregon 


MANUFACTURERS OF L-O AND CERTIFIED CORE OILS 


INDUSTRIAL OILS DIVISION ... ROCKFORD, 


ILLINOIS 
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ly Co., Springfield, O., first as chief 
netallurgist, and more recently as 
oundry superintendent. In his new 


apacity he will devote most of his 


ime to the application of research 
levelopments to plant practice. 


At the annual meeting of the in- 
titute in Cincinnati, the following of 


icers were elected: E. C. Hoenicke, 
faton Mfg. Co., Cleveland, president; 
W. L. Seelbach, Superior Foundry 


‘ 


Inc., Cleveland, vice president; S. C. 
Clow, James B. Clow & Sons, Chi- 


Metal Congress and Show 


cago, secretary; and J. L. Brooks, To Be in Philadelphia 
Muskegon Piston Ring Co., Muske- 

gon, Mich., treasurer. W. A. Kramer, The 34th National Metal Congress 
Advance Foundry Co., Dayton, O., and Exposition will meet in Phila- 
was elected to the executive commit- delphia October 18-24. Four co-op- 
tee for a three-year term, and T. W. erating engineering societies will 
Curry, Lynchburg Foundry = Co., sponsor the meeting: American So- 
Lynchburg, Va., was appointed chair ciety for Metals, American Welding 
man of the research committee for Society, Society for Non-Destructive 
two years. (Concluded on page 168) 














Vocational Students 
Learn Foundry Work 


By THOMAS T. LLOYD 
Albion Malleable Iron Co. 
Albion, Mich 


TEADY progress has character- 

ized the foundry orientation 
program initiated last fall at Bat- 
tle Creek Vocational School, Bat- 
tle Creek, Mich., by Central Mich- 
igan Chapter of the AFS. Pur- 
pose of the program is to acquaint 
students with the foundry’s place 
in industry by integrating certain 
phases of foundry work with al- 
ready established courses at the 
school. 

Program was developed through 
co-operation of R. S. Hale, direc- 
tor of industrial training, Battle 
Creek Public Schools; David W. 
Boyd, Engineering Castings Inc., 
Marshall, Mich., chapter educa- 
tional chairman; Prof. C. C. Siger- 
foos, Michigan State College, and 
Ashley B. Sinnett, FEF scholar- 
ship student at MSC. Considerable 
time and effort also were contrib- 
uted by Frank B. Rote and Patrick 
Settanni, Albion Malleable Iron 


Left: Student at right of bench is ramming up a cope to place over the drill hoiders, gage holders, draw 
completed drag at left. Right: Pouring off an aluminum heat into sand shaves, castings for a bench grind- 
molds. Flasks were made by students in the woodworking class er, and other miscellaneous parts. 








The four at left, left to right, are: R. S. Hale, G. Avery Aten, F. B. Rote 
and T. T. Lloyd, Albion Malleable Iron Co., chapter chairman. Behind 
the students at right are: D. W. Boyd and Patrick Settanni 


Co., Albion, Mich., and Jack F. Creek Public School instructor, 
Secor, Hill & Griffith Co., Niles, with the help of Instructors H. A. 
Mich. Colburn and A. W. Anderson. Fre- 

A step-by-step procedure, laid quent visits to the school by chap- 
out by Mr. Sinnett. enables the ter members who offer advice on 
obetiinile to draw on past experi- foundry procedures and problems 
ence and co-ordinate it with have supplanted the need for for- 
foundry functions. The procedure mal education or lectures. Plant 
provides a basic, overall concep- tours at Albion Malleable Iron Co. 
tion of the foundry business. Stu- and Engineering Castings Inc. have 
dents have been guided in their given the students an idea of prac- 
work by G. Avery Aten, Battle tical foundry operation. 


Items made by the students thus 
far have included a paper punch, 


All items first are designed in the 
school’s mechanical drawing class; 
patterns, coreboxes and_ other 
equipment are made in the wood- 
working class; cores, molds and 
castings, of course, are made in 
the foundry, and machining and 
assembly of the parts is done in 
the machine shop. 

Some equipment and a text, 
Foundry Work, were furnished by 
Central Michigan Chapter, but 
much of the equipment has been 
made by the students. Local found- 
ries contributed sand and scrap 
aluminum, the students’ supple- 
menting their metal stocks with 
their own scrap drive. 
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OSBOR| 


prec 


PRECISION 


LAYOUT ACCENT ON ACCURACY 


@ Osborn Molding Machines and 
Core Blowers are manufactured by 
skilled craftsmen using modern meth- 
ods, tools and equipment . . . to close, 
machine-tool tolerances. Unit parts 
inspection in addition to final machine 
testing insure complete dependability 
of operation, interchangeability of 
service parts and maximum possible 
production of quality molds at lowest 
cost per mold. 





ANOTHER EXAMPLE 
OF OSBORN’S 
ADVANCED ENGINEERING 


PRECISION 
MACHINING 





OSBORN 
FULLY AUTO: 
JOLT SQUEEZE 
with side roll 
roll off feature 
able also in 
design. 


PRECISION 
INSPECTION 








THE OSBORN MANUFACTURING COMPANY 
5401 Hamilton Avenue Cleveland 14, Ohio 





OLDING MACHINES 


cin built for dependability 














BUILT WITH MACHINE TOOL PRECISION ON MODERN PRECISION MACHINE TOOLS. 
Quantity production makes possible most advanced tooling methods to maintain 
specified engineering standards on each component part. 


MOLDING MACHINES CORE BLOWING MACHINES INDUSTRIAL BRUSHES 

















PROPORTIONING 
AUTOMATIC PLOW 


@ Fills all hoppers auto- 
matically. 


@ Feeds all hoppers simul- 
taneously. 


@ Eliminates manual op- 
eration of plows. 





pee eee 





The PROTO PLOW is a rugged 
and versatile unit. Maintenance 
costs are negligible. The many 
savings in labor and sand and 6 Insures better castings. 
the increased efficiency will pay 

for the small cost in very short @ Greatly reduces waste in 
time. sand. 

Accepted by some of the largest 
foundries. We welcome your 
problem. 


@ Reduces down time at 
molding machines. 


@ Tailored to fit any job. 





MANUFACTURED BY 


FACTORY SPECIALTY CORP. 


3418 McDougall Ave. Detroit 7, Michigan 












XACTO METER 


. . . for uniform core hardness! 


* 
ES 





This Bowser metering system is accurately measuring 
core oil into the sand muller. Another Bowser meter makes 
sure that the exact quantity of water is used. 


Together these meters assure uniform core hardness... 
reduce rejects, save core oil and hours of labor. 


Write today for complete information. 


BOWSER, INC., 1376 Creighton Ave., Fort Wayne 2, Ind. 


REGIONAL OFFICES: ATLANTA + CHICAGO + CLEVELAND + DALLAS 
KANSAS CITY » NEW YORK - SAN FRANCISCO +» WASHINGTON, 
D. ©. * CANADIAN PLANT AND SALES, HAMILTON, ONT. 
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Testing and American Institute <« 


Mining and Metallurgical Engineer 

Technical sessions of ASM wi 
cover methods of research, high tem - 
perature phases, creep rupture an 
recrystallization, phase transforma- 
tion, hardenability, delayed yield phr- 
nomenon, determination of oxygen 
metals and metal oxides by the isu - 
topic method, the indium-arsenic sy:- 
tem, temper brittleness and elevate 
temperatures. Exhibits will depict 
production, fabrication, and applica 
tion of metals. 


New Laboratory at MIT 


Massachusetts Institute of Tech 
nology recently dedicated a new met- 
als processing laboratory building, 
provided by a gift of the Alfred P 
Sloan Foundation Inc. Located on th 
main M.I.T. campus at the cornet 
of Massachusetts Ave. and Vassar 
St., the building measures approxi- 
mately 52 by 244 feet and has 67,000 
gross square feet of floor space. 
Ground and first floors and part of 
the second are devoted to instruction 
and research, remaining part of the 
second and all of the third floor are 
devoted to metalworking and powder 
metallurgy equipment. 

Fourth floor contains a_ well- 
equipped foundry and welding labora- 
tory. A glass enclosed structure pro- 
viding excellent light for foundry op- 
erations, its equipment includes a 3- 
phase electric arc furnace, 175 KVA 








induction furnace, two cupolas, non- 
ferrous melting furnaces and aux- 
iliary equipment. Separate rooms off 
the main foundry bay house facilities 
for pattern making, die casting, spe- 
cial casting processes and _ storage. 
Equipment for the laboratory, par- 
ticularly in the foundry, has_ been 
given by Steel Founders’ Society of 
America, Foundry Educational Foun- 
dation, and organizations and donors 
in the industry. 


Book Review 


Metallkunde, Band I, Aufbau det 
Metalle und Legierungen (Metallurgy 

Structure of Metals and Alloys) 
by Heinz Borchers, paper, 110 pages 
! x 614 in., published by Walter dé 
Gruyter & Co., Berlin, German)j 
Price 2.40 DM. 

This volume in German is one of 
a series on metallurgy and is con- 
cerned with the structure of metals 
and alloys. It is divided into nin 
chapters, including the problem 
metallurgy, extent and importance 
metals, structural components 
metals, single phase, binary, ternary 
and polyphase systems, phase rules 
and a bibliography. 
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HOW THIS FOUNDRY GOT 
SIX PERCENT MORE OUTPUT 
WITH cltto BENCH RAMMERS 


A large western foundry has six 
mechanized lines making small 
castings. They were using hand 
rammers on all the lines but they 
decided to make a comparison 
using Cleco “OB” Bench Rammers. 
Here’s what they found: 





1.Cleco Rammers cut ramming 
time about 35 percent. 


2. Production of lines using 
Cleco Rammers was about six 
percent above the lines where 
hand rammers were used. 


3. Uniformity of castings was im- 
proved. There was less swelling, 
fewer rejects and less clean-up 
time. 


4. Operator fatigue was reduced. 


This is just one example of how 
Cleco Rammers can increase pro- 
duction and reduce costs. Have a 
Cleco Field Engineer go over your 
ramming problems with you. 
Maybe you can increase your 
output, too. 


___CLEC,. 





CLECO DIVISION 


of the REED ROLLER BIT COMPANY, 5125 Clinton Drive, Houston 20, Texas, U.S.A. 


DIVISION OFFICES 


OHIO: Cincinnati 2, 729 Temple Bar Bldg © MASSACHUSETTS: Worcester, 23 Enfield Street 
ILLINOIS: Chicago, 5701 West Madison St. ® MARYLAND: Baltimore 20, 39D Oak Grove Drive 
MICHIGAN: Detroit, 18071 Wyoming Ave © CALIFORNIA: Los Angeles, 1317 Esperanza Street 
PENNSYLVANIA: Philadelphia 20, 5220 N. Fifth St.... Pittsburgh: Room 621, Highland Bldg 








GEORGIA: Atlanta 3, 502 Peters Bldg. 
MISSOURI: St. Louis 3, 2322 Locust St. 
TEXAS: Fort Worth, 1717 East Presidio 
NEW JERSEY: Newark 4, 75 Lock St. 


In Canada: Cleco Pneumatic Tool Company of Canada, Ltd., 927 Millwood Road, Toronto (Leaside), Ontario 
DISTRIBUTORS IN PRINCIPAL CITIES OF THE UNITED STATES AND THROUGHOUT THE WORLD 
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[Can (2{2 Controlled 


Too often. attempts are 
made to solve diffieult 
dust-collecting problems 
with so-ealled standard 
equipment. The picture 
above shows erection of 
a large CUSTOM-MADE 
DUST COLLECTOR on the 
roof of a leading auto plant. 








If vour problem involves 
wet collection and re- 
quires unusual hooding or 
conveying. we invite you 
to avail yourself of our 
store of Knowledge and 
experience. 


Write. wire or phone 
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17938 RYAN ROAD 
DETROIT 12, 
MICHIGAN 
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for final machining by the purchaser may be hydrostati 


foundry is responsible, as required under Section 19 


tion 12 (a). 





manufacturer at pressures agreed upon with the purchaser. 


factory performance of the castings under the final test 








PROPOSED TENTATIVE 


SPECIFICATIONS FOR HEAVY-WALLED CARBON AND LOW ALLOY STEEL CASTINGS FOR STEAM TURBINES 


ASTM Designation: A—52T 
Issued, 1952 





cally tested by the factorily cleaned for their intended purpose when offered for inspection. 
However, the 
(b), for the satis- (b) Repair by Welding. The repair of defects by welding shall be 
required in Sec- subject to agreement between the manufacturer and the purchaser. 















Magnetic Particle Inspection MERTEN 
i 7 si 17. The manufacturer’s name or identification mark, the pattern num- 
13. (a) When so specified in the inquiry, contract, or order, and when ber, and the number of the heat used to pour the casting shall appear on 
mutually agreed upon by the manufacturer and the purchaser, castings each casting on delivery. If the composition is to be identified, the speci- 
made in accordance with these specifications may be subject to magnetic fication number and grade number will also appear on each casting. The 
particle inspection. location, sizes and types of identification shall be as agreed between the 
(b) Areas to be magnetic particle inspected, number of pieces made Cope eens arene PerCHaee? 
from the same pattern which shall be magnetic particle inspected, and 
standards of acceptability shall be agreed upon by the manufacturer and Inspection 
the purchaser. 
18. The inspector representing the purchaser shall have free entry at 
(c) When so specified the magnetic particle inspection shall be made all times and to all parts of the manufacturer’s works that concern the 
in accordance with the Tentative Method of Magnetic Particle Testing and manufacture of the material ordered, while work on the contract of the pur- 
Inspection of Commercial Steel Castings (ASTM Designation: A 272). chaser is being performed. The manufacturer shall afford the inspector, 
Without charge, all reasonable facilities to satisfy him that the material 
Radiographic Inspection is being furnished in accordance with these specifications. All tests (ex- 
cept check analysis) and inspection shall be made at the place of manu- 

















14. (a) If specified in the inquiry, contract, or order, and when mu- facture prior to shipmext, unless otherwise specified, and shall be so con- 
tually agreed upon by the manufacturer and the purchaser, castings made ducted as not to interfere unnecessarily with the operation of the works 
in accordance with these specifications may be subject to radiographic in- 
spection. = ‘ 
I Rejection 
(b) Areas to be radiographed, number of pieces made from the sam« 19 .; 
Te : 9 (a Ss erwise specified any rejection based on te made 
pattern which shall be radiographed, and standards of acceptability shall be : , > 
z * aan , fa — > accordance \ sect I 0 SNal Ne reported to tne manutact r withir 
agreed upon by the manufacturer and the purchaser. The standards of ac- fix nee 
. : a . . fre Working Vs f1 tl ! pt « samples |! the } ser 
ceptance shall be selected from the Tentative Industrial Radiographic Stan: 
erg — wl Castings (ASTM Designation: E 71) for X-ray and gamma b) Material that shows iniurious defects si nt to its acceptanc 
‘ay inspection. . : 
: E at the manufacturer’s works will be rejected, and the manufacturer shall 
’ : be notified 
Workmanship ‘ 
15. The castings shall conform substantially to the sizes and shapes Rehearing 
indicated by the drawings or patterns submitted by the purchaser 
20. Samples tested in accordance ith Section 6 that represent re- 
Finish jected material shall be preserved for two weeks from the date of the test 
report. In case of dissatisfaction with the results of the tests, the manu- 
16. (a) The castings shall be free from injurious defects and _ satis- facturer may make claim for a rehearing within that time 
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New Head Compound Saves Metal! 








PUPS OPI ™ 
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New 





Thermotomic “HOTOP” Liquidizer 


AN EXOTHERMIC CARBON FREE LIQUIDIZER FOR IRON, STEEL, NODULAR IRON 


Produces more castings per heat through savings of feeding metal in risers or feeding heads 
which can now be reduced in height 40 to 70% of their diameter. 


SOFFEL'S THERMOTOMIC HOTOP CARBON 
FREE LIQUIDIZER is different from other head 
compounds in that HOTOP LIQUIDIZER does NOT 
contain powdered metal, is NOT a thermit com- 
pound. It is a patented exothermic compound 
entirely free of carbon, sulfur and phosphorous 
and can be used without danger of contamina- 
tion on any ferrous metal or alloy. 


- HOTOP LIQUIDIZER also saves molding time 
as less sand is needed in the mold cope due to 
short height of risers. HOTOP LIQUIDIZER pro- 
duces a liquid slag well over 4000° F. of heat and 
insulates the metal. The feeding metal will re- 
main liquid at least 50% longer assuring adequate 
feeding while the casting cools and solidifies. 
Piping and shrink cavities caused by premature 
freezing of the feeding metal are eliminated. 


GUARANTEED TO PRODUCE SOLID CLEAN CASTINGS 








SOFFEL’S FAMOUS CARBON FREE LIQUIDIZER 


FOR ALL METALS and ALLOYS 
SOFFEL'S EXOTHERMIC CARBON FREE LIQUIDIZER is the leader in major foundries for use on both 


ferrous and non-ferrous metals and also in ingot production. 
exothermic compound for feeding heads and risers. 


CARBON FREE LIQUIDIZER reacts within itself 
exothermically, producing a temperature above 
3200 F. It actually increases the temperature 
of the feeding metal to a point well above that 
of the metal in the main body of the casting, 
thus ensuring that the feeding metal will be the 
last to freeze. In this manner, shrink cavities in 


SOFFEL'S THERMOTOMIC COMPOUND 


It is the original scientific non-carbon, 
When applied on the heads or risers... 

the casting caused by premature freezing of the 
feeding metal will be eliminated. After the exo- 
thermic action has ceased, the LIQUIDIZER forms 
a soft refractory insulating blanket on the metal. 
This confines the heat generated by the LIQUID- 
IZER and aids in maintaining the desired high 
temperature of the feeding metal in the heads 
or risers. 


PATENTED 


FOR ALL METALS and ALLOYS 


THERMOTOMIC COMPOUND is a patented 
Exothermic compound that can be molded into 
any desired shapes and used as feeding ring in- 
serts under risers or as facing application where 
it is desired to maintain fluidity of the casting 
metal. THERMOTOMIC permits reversal of the 
trend towards large feeding heads and risers, 
making it possible to use heads that are shorter 
and more compact with 1/2" feeder openings. 


This permits easy removal of heads and gates 
and sharp reductions in cleaning and finishing 
costs. When THERMOTOMIC is used as inserts 
or as facing mixed with molding sand in the mold, 
heat at thin metal sections is retained until the 
main body of the casting has solidified, thus eli- 
minating shrink cracks and improving grain struc- 
ture and tensile strength. For use in green sand 
molds, use THERMOTOMIC W. P. (Waterproofed) 


NOTE: SOFFEL'S CARBON FREE LIQUIDIZER NO. 5 is recommended for use on top of feeding heads in conjunction 


with THERMOTOMIC COMPOUND. 


For aluminum castings, use THERMOTOMIC ABC and AL-X31 LIQUIDIZER. 


When 


ordering a trial sample, advise the kind of metal to be used on. 


PITTSBURGH METALS PURIFYING COMPANY 


World's Largest Manufacturers of Fluxes and Purifyers For All Metals and Alloys 


1352 MARVISTA ST., N. S. 
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Plaster patterns being cast in 
sand molds at Northrop Aircraft 
Inc. Sand particles can be 
cleaned from solidified plaster 
without loss of details 





Resin impregnation gives added strength and hard surface to 
these plaster patterns employed 





in producing aircraft parts 


Plaster and Plastics Combine in 


New Pattern Material 


By THOMAS A. DICKINSON 


LASTIC-PLASTER patterns com- 
bine the economic advantages of 
plaster compositions with the physical 
and chemical merits of plastics. 
They are made by casting and de- 
hydrating the least expensive types of 
plaster, so that the latter can be per- 
meated or impregnated with poly- 
merizable resin solutions. This, in 
turn, makes it possible to heat-cure 
the impregnated casts so that they 
will be comparable to wood or cast- 
plastic articles for most practical 
purposes, despite a much lower cost. 
The least expensive plasters are de- 
sirable in this work because their ex- 
treme porosity when cast facilitates 
the use of resinous impregnants. Vir- 


tually all monomeric or liquid resin 





compounds can in theory be used as 
plaster impregnants, but only a few 
are now regarded as practical be- 
cause: 

(a) Most unsaturated plastic solu- 
tions (that is, resins containing no 
water or volatile solvents) are ex 
tremely viscous “syrups” with macro 
molecules or molecular constituents 
which are too large to penetrate p!as- 
ter pores. 

(b) If resins of the latter type ar 
“thinned” with volatile solvents 0! 
low-viscosity liquids, plaster pores 
will absorb the low-viscosity solutions 
and retain the resinous particles as 
surface coatings (which are funda- 
mentally the same as lacquer or she 
lac coatings). 

(c) A majority of unsaturated 
low-viscosity monomers cennot 
satisfactorily polymerized in a r 
sonably short period of time. 

Plaspreg resins made by Fura! 

(Continued on page 177) 


Typical patterns made by resin- 
impregnating dehydrated plas- 
ter casts. Cost is said to be low 


FOUNDRY 























Ss pt 














There was a time when foundries felt that they just 
had to do business with the pattern shop that was 
nearest to them... . even at the expense of quality. 
That came from a desire to be “‘on-top-of-the-job” 
at all stages to check progress. 

Now, in this shrunken world of ours, distance 
has lost its meaning. Top-notch engineering, crafts- 
manship and speed are the sought-after factors in 
the pattern business...no matter where they are to 
be found! At least, that’s the case here at Buffalo 
where our customer list includes names from all 
the country’s leading industrial centers. 

Why do they all come to Buffalo? That's sim- 
ple! Here they have found engineering that 


craftsmanship that saves them plenty of money. 
There is never any adapting or extra rigging to do 
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: to get those better BUFFALO PATTERNS’ 


ona Buffalo Pattern. The equipment will fit your 
foundry and production schedules like a charm. 
And, once you're in production, you'll find the big- 
gest plus; the lowest scrap ratio you ve ever known. 


BE OUR GUEST 


Just let us know when you are coming to Buffalo 
on pattern business. One of our cars will meet you 
at your plane or train and transport you to our 
club where you will be our guest during your stay 





COMPLETELY plans each job and the kind of 


PATTERN 








Shell Mold Pattern Equipment * Permanent Molds 


1gs * Forging Dies * Non-Ferrous Castings * Shell Mold Castings * Metallizing 


BUFFALO PATTERN WORKS, INC.- 832 HERTEL AVE., BUFFALO 16, N. Y. 


CENTURY 


EQUIPMENT FOR OVER HALF A 
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“EDCO 
BOTTOM BOARDS a 
eliminate swelled 


castings” 











) 
} 
Take a tip from E. F. Dublinski. He speaks from experience in saying 

“EDCO DOWMETAL Bottom Boards eliminate swelled castings”. 

Since switching to magnesium boards, Mid-City Foundry does not E- 
have castings ruined through swelling caused by depressions burned 
into out-dated wood boards. 

EDCO DOWMETAL Bottom Boards help produce castings that 
are true to pattern. The exclusive grooved and vented design per- 
mits escape of gasses, and insures mold stability. Causes for rejects 
are kept to a minimum. 

“We consider EDCO DOWMETAL Bottom Boards as permanent 
equipment at Mid-City,” adds E. F. Dublinski, “because they’]} out- 
last wooden boards at least 30 to 1 and in no time at all pay for 
themselves.” 

‘ Your molders will like handling these boards because they are 
light in weight, easy to stack, and there’s no danger of splinters. 
EDCO DOWMETAL Bottom Boards will not Warp or rot there are 

no nails to come out, nothing to break or split—no upkeep. 








Above photo shows Mid-City Foundry Company 


molder placing EDCO DOWMETAL Bottom Board res : 2 ~ : ; 
on flask preparatory to pressing. Mid-City Foundry Write us, or phone CApitol 7-2060 for price schedule 


produces high quality gray iron and alloy castings. 
and list of 74 standard sizes availabie from stock. 


CHRISTIANSEN CORPORATION 
1517 N. KILPATRICK AVENUE e CHICAGO 51, ILLINOIS 
Aluminum Alloy Ingots @ Zinc Bose Casting Alloys 





FOUNDRY | Spt 


176 





(Continued from page 174) 

; Plastics & Chemicals Co., Glendale, 

} Calif.. are available as low-viscosity 

nomers which can be easily poly- 

ized. They are inexpensively de- 

} rived from agricultural wastes (such 

is oat and cotton seed hulls) and 

many desirable physical proper- 

t when polymerized, as shown in 
an accompanying table. 

Like other furan (or furane) resins, 
Plauspreg compositions have inherent- 
ly-dark (brownish-black to tan) col- 
ors, Which cause plaster casts to look 
like wood. 

Plaster materials are mixed, cast 

otherwise fabricated), deaired, 
cleaned up or patched, and dehy- 

lrated in a very conventional man- 
prior to impregnation. Careful 
lehydration is essential because mois- 
: ture in a plaster article will naturally 
limit the penetration of a _ resinous 





mpregnant, and “slick spots” (due 





IMPREGNATED PLASTERS* 


( PHYSICAL PROPERTIES OF RESIN- 


5 fic gravity . : 1.75-1.S0, 
Specitic volume, cu. in, per in 15.8 
e strength, psi S000 
Flexural strength, psi .. 6000 
pressive strength, psi 15,000 
is of elasticity, tension 
xs 10 15.8 
kwell hardness 110 
) eat resistance (impregnant only) 265° F 
9 


absorption, 24 hours 2 
ts of age and weather, 1 year none 


} stance to acids, alKalie 
vents 2 very good 
ral colors ; tan to black 
hining qualities fair 
page or shrinkage none 
erage values for plaster of Paris castings 
egnated with standard Plaspreg resin 





the use of parting agents in plaster 
ting molds) should be removed 
the plaster surfaces by lightly 
bing with fine sandpaper so that 
penetrating action of the impreg- 

int will be uniform. 
hen the impregnant is prepared by 
} xing one part acid catalyst with 
h five parts of resin by weight or 
volume. Three different Plaspreg 
ns and catalysts are now being 
{1 as plaster impregnants, and the 
ction of any one resin-catalyst 
bination for a given application 
ild depend on the following con- 

rations: 

Standard type—can be used for 
eek after the resin-catalyst mix 
repared, if properly stored in a 
d container; cures at tempera- 
s of 150:to: 170° im 18 to 24 
rs, and has a dark brownish-black 
r when polymerized. 

Type ‘‘A’’—should be used 
lin two hours after the resin-cata- 
mix is prepared; will completely 
at room temperature in a few 
s, or at 100 to 120°F in 8 to 12 
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hours, and has a light tan or old ivory small articles by dipping them in the 


color when polymerized. solutions so that each will be com- 

3. Type ‘S’’—May be used for one pletely submerged for two or three 
or two days after the resin-catalyst minutes. Large articles are usually 
mix is prepared; will cure at tempera- impregnated with a rapid sequence of 
tures of 110 to 130°F in 6 to 12 hours, brush or spray coatings (number of 
and has a medium brown or walnut which can be determined in each 
hue when polymerized. circumstance by the _ fully-impreg- 


Identical resin-catalyst proportions nated appearance of the plaster.) 
the Incidentally, metal or fiber rein- 
forcements in plaster articles will not 


are specified in mixing all of 
above impregnants, and plaster casts 
can be impregnated by immersion or! appreciably reduce the penetrating 
by using the catalyzed resins like action of a plastic resin. However, 


lacquer or shellac coatings. As a the use of such reinforcements is 


rule. it is desirable to impregnate (Concluded on page 180) 


Half-Cracked Tools 


Gu Foe 


Half-Cracked Results 


How long would the fragile cracked chisel 
last on a job? Most grit fails quickly, too. 





HERE'S WHY! All grit is Giadae “ pine ae 
How you crush it makes the difference. Ordinary 
methods twist and pull the material during crushing. 
Result—half-cracked grit loaded with worthless 
awkward shapes. In use, particles breakdown 
quickly and cannot do a first-rate cleaning job. 


On the other hand, the Ball Mill method produces 
fracture-free grit. The solid chunky particles can 
take plenty of hard knocks. Why?—because the 
Ball Mill crushes with a direct solid impact—no 
pulling or twisting. Industrial uses the Ball Mill 
process exclusively. IMA Ball Mill Grit does a better 
job longer. 


WANT PROOF? Attach coupon to your 
letterhead and mail today. We'll send you a sample to compare 
with the grit you’re using. 


Py: Cre SE Bae 
(aD ST REAL eral & 








Manufacturers and Distributors of Heat Treated Chilled Shot and 
Cold Drawn Steel Shot, and Malleable White Iron Stars. 


1603 WILDWOOD AVE. e JACKSON, MICH. 
SHOW ME!! Send sample of IMA Ball Mill Grit size__._ 
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because ew “We have had various types and sizes of 


Herman Molding Machines in operation in our plant since the 


— 


early 1920’s, and have considered them very desirable for our eC 
class of production. In fact, we believe that the use of y 
) Herman Molding Machines in our production of steel Ge F 
| castings has placed us in an enviable position Se 
with our customers, due to satisfactory pro- e ; 
duction of high-grade steel castings o E 
for their use.”’ SE ‘ 










O. H. SCHILDKNECHT, Cc 
SALES MANAGER e 
Maynard Electric Steel 


The above statement from another leading U.S. foundry 
Casting Co. 


is further proof of the versatility, dependability and 
good engineering of Herman Molding Machines. This 
foundry, and thousands of others throughout the world, 
are using these machines because they fulfill foundry 
production requirements in terms of rugged design and 
simple operation. 

One rotary valve handle controls the complete op- 
eration of a Herman. All Herman machines develop 
smooth, fast hydraulic roll-over and pattern draw. No 
Power is required for the roll-back operation. Your 
foundry, also, will benefit from the use of the famous 
Herman Molding Machine. There is a qualified repre- 


sentative near you, or write the address below. 


HERMAN MOLDING MACHINES have made 
their way by the way they’re made. 


MOLDING MACHINES 
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(Concluded from page 177) 
recommended only where the im- 
pregnated articles should have maxi- 
mum impact resistance, because the 
metal or fiber strands will otherwise 
serve no useful purpose. 

Circulating air is preferable in heat 
curing impregnated plaster materials, 
since this will facilitate a uniform 
reaction; and, if the im- 


chemical 
pregnated articles are large, tempera- 
tures shouid be raised and lowered 
slowly during the curing cycle to pre- 
vent localized overheating. 


Excessive heating is undesirable in 
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if You can rely on durable 
Transite* Core Plates to give 
long-term service, even under 





I the heaviest foundry sched- 

mM a ules. Made of fibrous asbestos 

/ ] and cement, by a special 

/ / Johns-Manville process, they 

; / resist shock and corrosion, are 

i strong and durable, will not 
/ crack or break easily. 


Here are more reasons for 
using Transite Core Plates: 
Fe | They speed production— 
Light-weight Transite Core 
Plates are easier to handle on 
\ \ the job. They're easier to 
\ clean, too . core wash, 
Ay oat sand, etc., do not adhere to 
them as readily as to other 
\ core plate materials 


} They maintain accuracy 
i j —Years of foundry service, 
ny plus exhaustive tests, have 
} proven that Transite Core 
( Plates do not warp readily... 
can be used for precision core 

making indefinitely. 





\\ For core plates of large 
\ mass and small surface area, 





perforated Transite Core 
A Plates are also available to 
os 


pa eee A eliminate green cores and re- 
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polymerizing any 
since this will cause the latter to boil 
However, slight overheating 
will not seriously damage an impreg- 
nated plaster cast if temperatures are 


or burn. 


pregnant 


say, 
moved from the plaster surfaces be- 


plastic 


fore it has a chance to solidify. 


plaster article has a rather 


LONGER? 


> \”... then use TRANSITE CORE 
‘(PLATES that stay on the job 
year in, year out 





duce baking time. For full de- 


tails, write Johns-  jossen ie 
Manville, Box 60, i W 
New York 16, N.Y. JV | 


PRODUCTS 




























*Reg, U. S. Pat. Off, 


Johns-Manville TRANSITE CORE PLATES 


Made of Asbestos 





material, 


reduced as soon as evidence too 
much heat can be observed—in other 
words, as soon as the resinous im- 
begins to sweat or bleed 

out of the plaster pores. Needless to 
the latter sweat should re- 


Following curing, an impregnated 


or 















This can be brightens 
without difficulty by buffing the sur- 
(after which the article wil! 


drab finish. 


faces 
look like lacquer-finished wood) < 
if necessary, by applying a conven- 
tional coating to the unpolished sur- ) 
faces. 

Western foundrymen have  dis- 
covered that resinous impregnants do 
not appreciably increase the cost of 
most tools that would ordinarily be 
fabricated with plaster compositions, 
However, most foundrymen indicate 
that resin-impregnated plaster tool- 
ing is most advantageous where ma- 
terials such as wood and castable 
plastics have heretofore been used in- 
stead of plaster compositions. 

For example, where the pattern fo: | 
a shaft could not be made from wood 
in less than a week or at a cost 
less than $500, one company has ob- 
tained an impregnated plaster pat 
tern within two days and at a cost ot 
about $100. Similarly, where it was 
estimated that a_ phenolic-plasti: 
matchplate would require more than 
two weeks’ work and an expenditur 
exceeding $2000, an 
plaster matchplate has been  fabri- 


impregnated 








cated in less than a week at a cost 
about $750. 

Impregnated plaster casts may 
drilled or otherwise machined if they 
must be assembled with one anothe: 
or with parts comprising other ma- 
terials, but as a rule they are pro- 
vided with cast-in metal inserts 


assembly purposes. 





Book Review 


Economics of American Manufac- 
turing, by Edward L. Allen, cloth i 
566 pages, 6'2 x 10 in., published by 
Henry Holt & Co., New York. Pric: 
$6.95. 

Highly statistical in nature, this 
book analyzes the development and 
world position of American manu- 
facturing as of 1950. The author has 
selected 19 representative industries 
and examined each from three stand- 
points: Its setting in the national 
economy, the structure of the indus- | 
try and financial factors. 

These industries are divided into | 
five general categories 
basic nonmetals, metalworking, tex- 
tile and leather and consumer goods hones 

One chapter is devoted to each in- 
dustry, and there are also introduc- 
tory and concluding chapters. Th 
book contains 208 photographs, 68 | 
diagrams, a bibliography and an in- 
dex. Mr. Allen is an industrial econo- } 
mist who currently is staff research | 
director of a joint Air Force-Navs 
project and lecturer in economics at | 
the American University in Washing: 
ton. ' 


basic metals, 


FOUNDRY Seote 








-Air Control 
Starts with 
Schrader Valves 


To use work ejection ... clamping... and the 


numerous pneumatic sequence controls that 





work wonders in the average plant, you need 
reliable valves. 
That’s where Schrader Valves come in. 


Whether your air equipment is actuated by 








hand, foot, cam or tripper, you'll find a Schrader 





engineered valve that exactly fits your needs. 


With over a hundred different models to 


choose from... each functionally designed to 












































he ;| cover a broad range of applications .. . you'll 

het Three-Way have no trouble finding just the valve you need 

— ; Pilot Valve —one that is compact, easy to install, simple to 
Double maintain. 

©-0-0 Acting i Each Schrader Valve is individually tested 

| aw Cylinder to full pressure rating before it is shipped. 


That’s why you're sure of reliable service from 





every valve that bears the Schrader name. 





Whatever your production scheme, it’s likely 








you use air as a tool. And wherever you use air, 
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this = | there’s a chance to make its use more effective 
rar OPE A ey 
and F with valves you can count on—Schrader Valves. 
inu 
ee Four-Way Valve | To see how truly practical Schrader Valves 
ries Pilot Operated | are... how youcan’t help but benefit from their 
i : | use, write, describing your compressed air re- 
us ces quirements — or fill out the coupon below. 
| VITTTATT77. 
| 
into!) | products eee 
als | Mail This Coupon Today 
tow | REG. U.S. PAT. OFF. control the air 
KOUS iain - _— — a= aos —— =— <—— <= <— e t t coe a 
ce 
: ar 
”" . . | A. SCHRADER’S SON I 
d ; Air Cylinders * Operating Valves * | pode niger yiad yi Ee ae, i 
Thi Press & Shear Controls * Air Ejection | 465 Vanderbilt Avenue, Brooklyn 17, N. Y. Dept. M-4 l 
68 Sets * Blow Guns ® Air Line Couplers ® | | 
- Air Hose & Fittings * Hose Reels ® Pres- | | am interested in more information on 
saci sure Regulators & Oilers * Air Strainers | ” Title | 
arcl me . 
a “ * Hydraulic Gauges * Uniflare Tube | _ | 
" : Fittings ] Company ssticeuaniasi | 
a | 
_— | Address - { 
, scsi: ie’ i: i em i i ni eh me aa sates lanai — 
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Increasing Scrap Charging 


in the Cupola 


LARP ERE ER SEES ERE RE RE RE RE R ERR ERE EER REE EE ERROR RRR R ERR E REE RRR REE ERE EEE EES By LEWIS H. GROSS 


O you hesitate to increase the 
amount of purchase scrap in 

your cupola charge? 
Good castings can be made from 
iron melted in the cupola where the 


charge contains a high percentage of 
scrap, if use is made of a little metal- 
lurgical knowledge. 

First consider whether it is eco- 
nomical to charge high percentages 
of purchased scrap. Scarcity of pig 
iron may make it a necessity even 
if the purchase 
high. 

Second, in calculating actual costs 


price for scrap is 


of such scrap, it is necessary to fig- 
ure for a higher melting loss, rang- 
ing from 5 to 8 per cent greater 
than for a like tonnage of pig iron 
Unloading and _ handling 
costs are slightly higher. Also, alloy 
or cupola additions must be made to 


charged. 


offset the lack of and loss of these 

constituents during melting. 
Actually, the 

amount of purchased scrap is benefi- 


usage of a small 
cial in such shops which have high 


return remelt of their own. Charg- 
ing a good grade of scrap introduces 
new alloys in small amounts while 
helping to cut down on the combined 
carbon content of that type of melt. 

Carbon in cast iron is its number 
one constituent, next to iron. In these 
days when we speak of carbon con- 
trol and carbon equivalents it is nec- 
essary to consider carefully where 
this carbon is coming from. If we are 
fortunate 


supply of pig iron with a silicon con- 


good 


enough to have a 


tent in the range of 2 per cent, prob- 
ably the carbon pickup from the coke 


will be sufficient to meet tt} te 
mands. 
However, most charges seldom ap- 


proach such an _ ideal combination, 


+ 


and some method is required to in- 
crease the total carbons. 

Many good articles have been writ 
ten on calculating the carbon equiva- 
18% 


) 
- 


lent. Schneidewind and McE!wee! 
give the carbon equivalent as an ap- 
measure of percentage 
eutectic formed. Barlow and Lorig- 
presented their carbon equivalent 
concept to show a simple relation- 
composition and the 


proximate 


ship between 
physical property of the iron. 

Cast Metals Handbook® shows the 
effect of carbon on the mechanical 
properties. While lower carbon irons 


show greater strength and more 
hardness, they are somewhat more 
difficult to machine. 

ASM Metals Handbook: _ states 


that an increase in silicon content 
lowers the percentage of carbon in 
the eutectoid approximately 0.07 per 
cent for each per cent of silicon in 
the iron. 

Mulcahy® touches on the use of 
graphitizers to improve the physical 
properties of cupola iron. 

Levi® 7 perhaps put it best in tell- 
ing how to control total carbons. Use 
of the best coke in the cupola bed 
is important. Many foundries hand 
pick the coke for this part of the 
operation. Next, the amount and type 
of coke used between charges is im- 
portant. 

Hot iron will give a higher total 
carbon iron. Byproduct gives 
higher temperatures and better car- 


coke 


bon pick-up. 

Using more coke usually results in 
a higher However, 
and in amount of 
coke that can be used safely and eco- 


carbon pick-up. 


most cases, the 
nomically is governed by the rate 
of melt required. Too 
causes a reduction in melting rate; 
the size of the cupola being a func- 
tion in the rate of combustion of the 


much coke 


coke used. 


How do we know that higher to- 
tal carbon is needed in the iron? End 
thickness, 


hard- 


use of product, sectional 


machinability, grain size and 


ness govern demands. A chemical an- 


Foundry Metallurgist 
American Radiator & Standard Sanitary Corp. 
Baltimore, Md. 


alysis tells what we have. A calcu- 
lation of the carbon equivalent will 
tell whether we have a hypo- or a 
hypereutectic iron. If we have a hypo- 
equivalent, 


eutectic or low carbon 


the problem of getting more total 
carbon will not be difficult. If we 
already have a hypereutectic, high 
carbon equivalent, we still may in- 
crease the carbon content somewhat 
but with more difficulty and on a 
slightly more costly basis. 

Assuming that we are unable to 
use additional coke, try carbon-rais- 
ing materials available for such pur- 
Total carbon can be raised 
only by cupola additions of carbon 
raisers. Ladle additions do not raise 
total carbon. 

Petroleum cokes are good, but only 
the sulphur free varieties should be 
used. This is usually a bulk material 
of random size. Anthracite coal 
sometimes is used, but results are 
variable. Sulphur pick-up may be 
high. Carbon-raiser, a natural mate- 
rial from New England is good, it is 
a bulk material of random size. Vari- 
ous grades of crude graphite, bulk 
form, are imported from Mexico. 
These are good but results may vary 
because of high amounts of impuri- 


poces. 


ties. 

3roken and small ends from Ccar- 
bon electrodes are good. Supply is 
limited. They are difficult to add in 
required amounts. Refined and _ bri- 
quetted graphites are good. Results 
are uniform, material is easy to han- 
dle and can be added by counting 
briquettes, eliminating weighing and 
irregular addition. The bulk carbon 
raisers all yield good results, if al- 
lowances are made for material losses 
through breakage, inaccurate weigh- 
ing and stack losses because of small 
particles being blown away. Shipping 
charges Geo- 
graphic location is of importance 

(Continued on page 187) 


add greatly to costs. 
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SANDSLINGERS These two slingers, one. for copes and 


one for drags, ram all of Nash's cylinder block molds. 
Three Champion. Speed-Draw Machines are mounted on 
each B&P Roto-Mold Turntable. 





YEARS OF BzP SERVICE TO NASH 


CHAMPIONS Nash's newest molding line is equipped 
with Champion Squeeze and Jolt-Squeeze Molding 
Machines. A Model "80" Speedmullor with Multrolmatic auto- 
matic controls provides sixteen machines with mulled sand. 


Recently Kenosha, Wis., celebrated Nash 
day, marking the fiftieth anniversary of this 
pioneer auto builder. B&P has served 
Nash for thirty of those years and today 
Nash depends on B&P equipment 

throughout its foundry. 


Five out of six Nash production molding 
lines are built around Sandslingers. The 
sixth line utilizes Champion squeeze and 
jolt-squeeze molding machines and is provided 
with mulled sand by a Model ‘‘80”’ 
Speedmullor. Nash benefits from B&P 
equipment and so can you . . . write today 
Beardsley & Piper, Div. of Pettibone 
Mulliken Corp., 2424 N. Cicero Ave., 
Chicago 39, Illinois. 
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There’s no mystery to 
FOUNDRY SAND MULLING 


Mulling is simply the application of work energy to a sand mixture to 
accomplish complete distribution of bonding materials in a uniform coat- 
ing around each sand grain. The work is applied in the form of pressure 
and the thoroughness of mulling depends on the pressure exerted and 
the amount of sand to which this pressure is applied. Thus, mulling action 
depends completely on the pressure and the sand area covered. 


it’s a matter of 


IZ7 ps.t. “(compared to 31.5 p.s.i.* in the very latest style 


of conventional mixer) “Using the same basis of computation. 


In the Speedmullor, the mulling pressure is applied 
by light-weight, horizontally-mountec, rubber-tired 
mulling wheels. Utilizing the modern principle of 
centrifugal force, the wheels of the Model ‘‘80” 
Speedmullor apply a pressure of 32.7 p.s.i.* to the 
sand as it is aerated in suspension between the whee! 
and the rubber-lined bowl. The non-slip efficiency 
of rubber-to-rubber mulling means full utilization 
of the mulling pressure. In the very latest style of 
conventiona! mixer, the pressure is applied by mas- 
sive spring-weighted vertical mulling wheels. The 
maximum mulling pressure, according to the manu- 
facturer, is 31.5 p.s.i.* 








times as much mulling) wi 


Plows are mounted at the correct angle of 


in- 


clination and lead to hold the sand in suspension 


for complete mulling and aeration. Plows a 


ER META 


A gpyneRR JooSses 


FoR BET! 


Centrifugal force is utilized in discharge, 

The large side door permits complete disch« 

in seven seconds. Nothing left behind to 
—— BEARDSLEY & PIPER taminate subsequent batches. 

Div. Pettibone Mulliken Corp. 

2424 N. Cicero Ave., Chicago 39, Illinois 


Write for Speedmullor Catalog! 
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210,000 square inches per minute of area covered (compared to 
78,000 square inches per minute in the latest conventional mixer) 





, and AREA COVERED 


3 times the area results in 


3 times the mulling per minute! 


The necessarily slow-moving mulling wheels of the 
latest style conventional mixer cover a mulling area 
of 78,000 square inches per minute. Since mulling 
pressure (and therefore the mulling work) can only 
be applied over the area contacted, this area abso- 
lutely limits the amount of mulling that may be 
done. In the Speedmullor, light-weight mulling ele- 
ments permit high speeds. The mulling wheels are 
horizontally mounted, so that the greatest mulling 
path area is utilized. The three high-speed mulling 
wheels of a Model ‘‘80’’ Speedmullor cover 210,000 
square inches each minute. 


¢| with the SPEEDMULLOR! 


Centrifugal force is utilized by horizontally- 
mounted, light-weight, high-speed mulling wheels. 
Spring-loading, another mulling principle which 
was originated by Beardsley & Piper in 1944 
(although an excellent method for portable 
mixers such as the Mulbaro), is not nearly as 
efficient as the high-speed centrifugal method 
used in the stationary Speedmullor. 


The sand is mulled in suspension between rubber- 
tired wheel and rubber liner. Intense aeration 
during mulling eliminates any need for expensive 


external aerators. 














The only completely N W JOLT SQUEEZE PIN-LIFT! 
= 


the JaJ 716-8 : 


FOR MEDIUM SIZE PRODUCTION AND SEMI-PRODUCTION WORK 








WANT FLEXIBILITY AND SPEED ? 


The 716-8 comes equipped with an air- 
operated swinghead for either left-hand 














Table Size | 24” x 34” 





Jolt Cyl. Diam. : or right-hand operation. A touch of the 
Y g 
Squeeze Cyl. Diam. 1S” control lever moves the swing-head into 
Patt D 8” position instantly. 
attern Draw 











WANT LOW MAINTENANCE ? 


All working parts are fully enclosed. 
Hardened and ground internal 
guides assure retained accuracy of 
= w » draw with minimum maintenance. 





\ 
u 


Fe Ob ee 


WANT AN ACCURATE DRAW ? > 
Exclusive concentric draw design with a 
single concentric draw cylinder guided 
by a full diameter bearing area of the 
squeeze cylinder assures the smoothest, 
most accurate draw available with this 
type machine. There is positive slow and 
fast draw on the same stroke with auto- 
matic vibrator control, and the length of 
slow draw is automatically controlled. 


WANT SIMPLICITY AND EASE 
OF OPERATION ? 


Two convenient pilot valves control 
all operations of the 716-8 including 
the air-actuated swinghead. An in- 
experienced worker can become a 
qualified machine operator after a 
few cycles of operation. 


JOHNSTON <> JENNINGS 


AN IMPROVED LINE! 


@ Jolt Rollover Pattern-Draw e Jolt Stripper or Pin-Lift MOLDING MACHINE DIVISION 
THE JOHNSTON & JENNINGS COMPANY 


@ Jolt Squeeze @ Jolt Squeeze Pin-Lift 
Division of Pettibone Mulliken Corp. 


Plain Air-Jolt 2424 North Cicero Ave., Chicago 39, Illinois 
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(Continued from page 182) 
figuring the economics of operation. 

Hav.ng decided which carbon raiser 
to use, a trial run should be made 
for a day or two. Chemical analyses 
should be made at close intervals and 
compared to previous results. Lack- 
ing these, a less informative meth- 
od is to look at fracture specimens. 
Some melters recommend double ad- 
ditions on sand bottom before the 
coke bed is put in. In some instances 
this has led to poor tapping because 
of blocked tap holes. 

In one particular operation no car- 
bon additions are made until after 
the sixth charge, because carbon was 
too high on first iron melted, result- 
ing in poor finish on castings. Also, 
the amount of carbon raising ria- 
terials on the last eight charges 
should be double to hold total carbon 
analyses uniform. 

Hot blast cupola operations help 
total carbons because of higher tem- 
peratures obtained. Front slagging 
tends to more uniform total carbons. 

High sulphur and high phosphorous 
rons tend to be lower in total car- 
bons. Use of very rusty and burnt 
ron, such as stoker bars, grate bars 
ind worn stove parts, should be 
voided when trying for higher total 


arbons. 
Good Fluxing Practice 


To obtain high total carbon good 
fluxing is essential for a more rapid 
lisposal of coke ash, a_ condition 
which may become bad and_ hinder 
arbon absorption. For very heavy 
r stiff slags, fluorspar type fluxes 
iay be a help. In all cases good 
la operation remains essential, 
arbon additions add to the total car- 
but do not help to deoxidize the 
ietal melted. 
Type of carbon addition to molten 
has no effect upon type of car- 
1 formed in iron melted. Ladle ad- 
ms of granular graphite will tend 
regulate the type or size of the 
sraphite flake formed. This also is 
inction of the cooling rate of the 
isting poured. 
‘st time to add carbon raisers is 
preceding the addition of coke 
ts. The coke provides a cushion 
gainst the impact resulting from 
ging the heavier materials. 
ext to carbon, silicon is the most 
rtant addition to cast irons. 
Sincon is necessary for graphitiza- 
controlling chill depth and grain 
Low silicon iron tends to be 
te at the fracture. About 3 points 
» per cent) of silicon are equiv- 
to 1 point of total carbon in 
ron. 
he question of whether to melt 
carbon and low silicon iron 
ww carbon and high silicon iron 
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iis Mdble respirators, all 
Willson safety equipment is made after 
careful study of industry's needs. Through 
this continuing research you get many 
comfort and safety improvements first in 
Willson products. Ask for Willson —largest 
line of respirators for industry, farm and 
home use. 






Universal 


Gas Mask 











































Style WUG 
Chemical Cartridge No. 880 for 
Approved by A e 
mfg eet Respirator No. 831 metal fumes, mists 
eiiMines tec Protects against common and dusts 










toxic smokes industrial gases and va- Same facepiece as 


and gases, ear in low concentra- No. 831, with replace- 
including tion. New molded rubber able dust filters. Com- 
carbon facepiece with flexible fortable under welding 








rolled edge for extra 
comfort. Bureau of Mines 
Approval No. 2302. 


helmet. Bureauvof Mines 
Approval No. 2149. 


monoxide. 


WILLSON PRODUCTS, Inc., 237 Washington St., Reading, Pennsylvania 
See your WILLSON distributor or write for catalog 





may be judged partly on the eco- 
nomics of these materials, if both 
types of mixtures tend to give th 
same physicals. Too high arbot 
or excessive amounts of silicon tend 
oO give an iten ( ! lit 
ity 

Silicon in most grades of good scrap 
will average about 1.80 to 2.00 pet 
cent. Remelt losses on slilcon vary 
from 5 to 12 per cent. Additior ust 
be made to compensate for this loss 

Silvery pig, lump ferrosilicon 01 


silicon briquets may be added to the 


Some preter to melt 


cupola charge 


PIG CASTING} 
MACHINE 














For Ferrous and Non-Ferrous Smelters 


and Foundries 


Ruggedly constructed for low-cost service, this 
machine is completely self-contained. If necessary 
it can be moved by crane and erected wherever 
needed. Once it is set in place, only an electrical 
connection is necessary for operation. The complete 
unit consists of the machine proper, motor, gear unit, 


variable speed reducer and drive. 


CAPACITIES: 3 tons per hour to 50 tons per hour. 


15 ft. to 100 ft. in multiples of 5 ft 


WILLIAM M 


1221 BANKSVILLE ROAD 
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ladie addi- 


low in silicon and make 
tions of 70 per cent or higher grade 


silicon alloy to obtain the desired re- 


This type of addition calls for 
Additions of 70 per 
cent ferrosilicon are exothermic and 
the temperature of the 


suits. 


closer control. 


will increase 
iron being poured. The right grade 
or type of silicon alloy to be 
to the cupola depends upon the cost 
comparison of the brands available. 


added 


Use of the silicons, 
60-90 per cent 


cupola addition is not especially re- 


higher content 


silicon metal, as a 


commended because of the possibility 





STATIONARY WHEEL 


for Longer Service 
Greater Economy 


Bailey Stationary Wheel 
design eliminates 80% 
of the moving parts of 
the conventional type. 
The moulds are sup- 
ported by endless 
chains that run on top 
of idler wheels which 
are mounted at sta- 
tionary positions along 
the strand. 





COMPANY 


PITTSBURGH 16, PA 


of non-uniform handling and melting 
concentrated materia 
Silicon carbide materials add _ silico) 


of a more 
to iron, although the primary uss 
these is to deoxidize the molten meta 

Manganese usually is present 
sufficient amounts in purchased scra} 
There is considerable loss in remelt 
ing this element because of its af 
finity for sulphur. Additions can b 
made easily to get the desired ar 
alysis. 

Phosphorus is accumulative, sinc 
there is no loss of this element whe: 
melting in an acid lined cupola 
Proper scrap is best 
in controlling Amount 
present has an influence on the car 
bon equivalent of the iron. High phos 
phorus irons are more fluid, but hav: 
less strength. Also such irons tend to 
form slag adhesions or caking on 
ladle linings. 

Sulphur is another element which 
accumulates from remelting scrap. 
Its presence has a noticeable effect 
upon the matrix of the graphite flake 
Boyles* also shows how the mechan- 
ism of freezing in the iron is affected 
by higher sulphur irons. Higher sul- 
phur irons have less fluidity. For- 
tunately, molten metal can be desul- 
phurized in the ladle to 
these difficulties. 


selection of 
phosphorus. 


overcome 


Need Good Control 


Combined carbon in the shop re 
melt and purchased scrap may ac- 
cumulate from heat to heat and be- 
come troubiesome. This can be con- 
trolled somewhat by careful melting 
judicious use of coke between charges, 
and avoiding overblasting or oxidatio1 
conditions. Fluid slags, of high cal- 
cium content, and use of the silicon- 
carbide type of deoxidizers will help 
reduce amounts of combined carbon 

High combined carbon tends _ to- 
ward a finer grained, hard 
which breaks easily and 
weld readily. 


metal, 


does not 


Assuming that we have our cor- 
rect chemical analyses calculated, a 
constant watch of the physical prop- 
erties must be made. Lacking a 
well equipped physical testing depart- 
ment, chill test and fracture inspec- 
tions must be made frequently. 

The more scrap charged, the great- 
er the need for a thorough mixing 
of the 
siderable metal is held in a deep 
welled cupola, 
made to increase the capacity of the 
mixing ladle. 

Increasing the amount of scrap in 


molten metal. Unless con- 


provisions must b 


the charge may make it necessa! 
to increase the size of the charg 
to facilitate the weighing and charg 
ing operations, care being taken 1t9 
control the size of pieces so that an) 
(Concluded on page 190) 


FOUNDR} 





















FULLY GUARANTEED 


If you don't find Super-Anneal- 
shot and Grit the best and most 
economical malleable abrasives 
you've ever used—return the 
un-used quantity for refund, at 
our expense. 










SUPER-ANNEALSHOT 
ANNEALSHO 


products of 


METAL BLAST 
INCORPORATED 





872 EAST 67TH STREET CLEVELAND 3, OHIO 
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(Concluded from page 188) 
one piece will not cover more than 
20 per cent of the cupola area. This 
will eliminate blocking and slow melt- 
ing. 

Do not try to increase that scrap 
charge too fast. Start increasing at 
about 5 per cent of the total charge 
weight each day and check casting 
results before making further charges. 
Watch your chemical analyses too. 

Opinions expressed herein are those 
of the author and do not necessarily 
express the views of the American- 


Standard Corp. 
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NEW... for she 


BONDS Shell 


Mold Halves... 


gives you these 
important 
y advantages 





1 Tighter, more uniform clo- 

* sure of mold halves; elimi- 
nates need for bolts and 
clamps. 


? Seals closely and securely 
* around mold cavities. 


2. Liquid adhesive 
applied to cold halves 
and cured by heat re- 
in hot halves. 
Also applied to both 
cold halves before 


3 Eliminates need for shot o1 
silica backing in most cases 
(a critical problem in shell tained 
molding). 


4 Simplifies reclaiming proc- 

* ess; adhesive disintegrates 

. no bolts or clamps to 
recover. 


5 Bonded moids easy to han- 
dle and store. 


The superior results obtained with Pyrobond 
Adhesive have been proved by experienced 
shell molders who are now using this improved 
sealing procedure in their own operations. 
Write for full details and samples of Pyro- 
bond Adhesives. We will work with you in solv- 
ing your problem. Write to Pyrobond Division, 


LY Tee {ay ky 


NEW CASTLE, INDIANA 


placing in curing oven. 


ono fMIO ding 


TWO methods of bonding 


molds with PYROBOND adhesive 


1. Pyrobond Film is 
applied directly to 
halves as they come 
off the pattern. Bond 
is cured by heat re- 
tained in molds. 
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Alloy Casting Institute 
Holds Annual Meeting 


The Alloy Casting Institute met i 
Hot Springs, Va., recently at it 
twelfth annual convention to hea 
reports of the progress being made i 
the field of high-alloy castings ma 
terials and techniques and to elec! 
officers. 

Members of the group, a technica 
association of high-alloy foundrie;: 
heard reports on research at Ohio 
State University on the evaluatio: 
of titanium as a substitute for colum- 
bium in ‘he cast stainless steel alloys 
on research at Battelle Memorial In 
stitute on high-temperature work and 
on research at Massachusetts Insti- 
tute of Technology on the improve- 
ment of surfaces on high alloy cast- 
ing’s. 

Harvey T. Harrison, executive vice 
president, Duraloy Co., Scottdale, Pa., 
was re-elected president, and G, A 
Baker vice president, Duriron Co., 
Dayton, O., was elected vice presi- 
dent. C. M. Carmichael, vice presi- 





H. T. HARRISON 


G. A. BAKER 


dent, Stainless Steel & Alloys Divi- 
sion, Shawinigan Chemicals _ Ltd., 
Montreal, and M. N. Ornitz, vice 
president, National Alloy Steel Di- 
vision, Blaw-Knox Co., Pittsburgh 
were elected new directors for terms 
ending in 1954. E. A. Schoefer, ex- 
ecutive secretary of the institute, was 
re-elected. 

Chairman of the Technical Re- 
search Committee is now N. A, Mat- 
thews of the metallurgical labora- 
tories of American Brake Shoe Co., 
Mahwah, N. J. Chairman of th 
Shop Practices Committee is R 
O’Connor, Cooper Alloy Foundry Co 
Hillside, N. J. 


Air Pollution Group 
Shortens Name 


The Air Pollution and Smoke Prt 
vention Association of America In 
has changed its name to Air Pollutii 
Control Association. The change was 
proposed at the 1952 annual meeting 
in Cleveland because the former nan 
was so long as to be_ unwield) 
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Greater Strength 
for iron foundry castings 


Here is a wide range of © 


CHROMIUM ALLOYS 


to meet your steel and iron requirements 

















i- Alloy Cr Si ¢ | Application 
e Low Carbon 67/72% | 1.00% max. | .03/2.00% | For production of stain- 
Ferro Chromium —y less & other low carbon 
chromium steels as final 

chromium addition. 

Low Carbon 58/60% | 6.00/11.00%| .03-.06-.10% | For large chromium 
’ Ferro Chromium max. additions to stainless 
eed p where rate of solution 


and moderate silicon 
addition are desirable 
to aid chromium re- 
covery from slag. 





Greater Corrosion 
Resistance for stainless 


truck body Low Carbon 38/42% | 40/45% 03&.05%max.) Serves dual purpose 


Ferro Chromium of adding chromium 
Silicon to stainless steel and 
recovering oxidized 
chromium from slag. 





ce Medium Carbon | 48/52% | 25/30% 1.25 max. For adding both chro- 
)i- Ferro Chromium mium and silicon to low 
h Silicon alloy steels; ease of 


1S Greater Wear solution permits ladle 


<= Resistance or furnace additions. 
e for bearing steels 

afi High Carbon 66/70% | 2.00% max. | 4/6% Standard alloy for 
Ferro Chromium moderate chromium 
— additions to medium 


at- and high carbon steels 


- | VanADIUM CoRPORATION and irons 


rhe Iron Foundry 62/56% | 6/9% 4/6% A more readily solu- 
R OF AMERICA Ferro Chromium ble alloy for moder- 


te ch i dditi 
‘ 420 Lexington Avenue, New York 17, N. Y. Pig iene acne iat 











to cast iron. 
Detroit ¢ Chicago ¢ Cleveland ¢ Pittsburgh 
Ferro Chromium | Hexagonal. Weigh approx., 3% Ib. Practical and conven- 
Briquettes contain 2 Ib. of chromium ient form of adding 
ey se ferrochrome tocupola. 
MAKERS OF ALLOYS, CHEMICALS AND METALS V-5 Foundry 38/42% U7; 19% | 8/1 1% Mn A high carbon alloy 
Alloy for chromium addition; 


re reduces chill, increases 
in Our nearest Vanadium repre- strength and hardness 
ion sentative will be glad to discuss of cast iron. 

vas your application with you. 





Also other special Ferro Chromium and Ferro 
ing Chromium Silicon Alloys to meet your needs. 


in 
a Se” i 
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SAVE 25% ON 


BAKING TIME 





WERNER G. SMITH SUPER-FAST 
BAKING NO. 300 CORE OIL 


© Cuts oven time by at least 25%; in many 
cases more. 


@ Boosts core production 25% with no costly 
capital outlays. 


@ Bakes thick chunks through rapidly, without 
developing cracks. 


@ Develops exceptional strength. You need 
20% to 30% less oil. 


@ Extra strength provides an extra margin of 
safety at leaner ratios. 


@ Thick and thin core sections bake out safely 
side by side. 


@ High fluidity for easy mulling and excellent 
workability. 


@ Low cost: approximately $1. per gal. And 
... you need 20% to 30% less. 


@ Simple to use (Just pull the cores 25% 
sooner). Fool-proof performance. 


@ Made by Werner G. Smith . . . your assur- 
ance of uniform quality. 


| moms A trial drum will be sent onapproval. Ask us about it. 


WERNER G. SMITH. INC. 1730 TRAIN AVENUE. CLEVELAND 13. 0.. PHONE: TOwer 1-3676 
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This report released by the U. S. De 
partment of Commerce discusses the 
history and present status of the in- 
vestment precision casting or lost wax 
process. The report will be presented 
and discussed at a meeting of the 





Investment Casting 





government Precision Casting Committee to be held in 


October, 1952. Additional copies may be obtained from 
the Office of Technical Services, Department of Com- 
merce, Washington, for 25 cents. The Office of Technicai 


Services has indicated it would welcome comments or sug- 
gestions for incorporation in subsequent revisions. 


RECISION casting, investment- 

mold casting, and lost-wax (cire 

perdu) mold casting are differ 
ent ways of describing a method of 
producing castings which dates back 
to early Egypt and later to China 
(Shang Dynasty 1766-1122 BC). 
About 400 years ago in Italy, Cellini, 
an artificer in bronze, utilized the 
lost wax (cire perdu) method of pre- 
paring patterns to make beautiful 
statues, Jewelers and dentists have 
been using this method of 
astings for years. 


making 
Early recogni- 
tion for rediscovery of the method as 
used for fillings and inlays is attrib- 
uted to B. F. Philbrook, in 1897, and 
to W. H. Taggart, in 1907!. Develop- 
ment of lost-wax methods for casting 
cobalt-alloy buckets for the gas tur- 
bine ends of airplane superchargers 
greatly spurred interest in the proc- 
ess during the early years of World 
War II15, 47, 

Webster's 
tional Dictionary, “cire perdue” are 
two French which literally 
translated mean “lost or waste wax.”’ 
The dictionary states further, “Desig- 
nating or pertaining to a process of 
asting bronze statues, etc., which 
onsists in constructing a model with 
1 wax surface of suitable thickness, 
forming the outside mold about this, 
neating so that the wax runs out, 
nd filling the vacant 
tal,” 


According to Interna- 


words, 


space with 


This lost wax process is known in 


4 


me circles as investment molding 
id differs from ordinary molding in 
that the pattern or mode] is invested 
nveloped) by the mold material and 
at the mold thus formed is not 
pened up to remove the pattern or 
del, 
Investment Casting The technical 
rocess of investment casting consists 


the following basic steps: 

(a) From a master metal pat- 
tern, prepare split soft metal 
dies. 

(b) Mold in these dies a pattern 
of wax or plastic material for 


September 1952 





each individual part. 

(c) Assemble patterns 
with sprues and gates attached 
by welding wax pieces together. 
(d) Invest a liquid refractory 
and bond mixture about the wax 
and allow to set. 

(e) Heat the mold in an inverted 
position to first melt most of the 
wax and then vaporize the rem- 
nant at higher temperatures. 
(f) Cast molten metal into the 
hot refractory mold employing 
gravity, pressure, vacuum or cen- 
trifugal methods to fill the mold 
cavity. 

(zg) Remove castings by breaking 
up the refractory mold after it 
has cooled. Cut off gates and 
sprues and clean the casting sur- 
face by sandblasting if necessary. 


several 


All steps of this process except the 
first must be repeated for each piece 
since the wax pattern and investment 
molds are destroyed in the process of 
making the metal casting. 
Uses of Investment Casting— Cast- 
ings of small, intricate parts may be 
produced by this method in nonfer- 
rous metals, cast iron and steel to 
finished shapes with smooth surfaces 
and high dimensional accuracy. Be- 
cause the process does not require as- 
sembly of two refractory mold halves 
along a parting line, it is not subject 
to dimensional errors produced in re- 
moving metal fins or from core or 
mold shifts along this line as may be 
encountered in conventional sand 
casting methods. 
other methods 
lost-mercury 


However, 
such as the 
and the shell molding process‘? also 


casting 
process’! 
may be employed in making ferrous 
castings of high precision. For non- 
ferrous metals these methods, as well 
as plaster casting‘ {with _ split 
molds) and metal die-casting proc- 
esses, also produce smooth parts of 
good dimensional control. 

The field of 
principally includes small, 
castings in metals or shapes that are 


investment casting 


intricate 


By ROY W. TINDULA 
Chief, Metals and Minerals Section 
Office of Technical Services 
U. S. Department of Commerce 


Washington 


too abrasive or too costly to machine. 
These parts cannot be made suffici- 
ently accurate by other casting proc- 
esses, but do not require a dimension- 
al control beyond that obtainable by 
investment casting methods. The 
process is used where the combined 
cost of tooling, casting, and machin- 
ing a part is lower than those obtain- 
able by other casting, molding, or 
machining methods’, 

“Lost-mercury” or Mercast*! meth- 
ods of casting also employ refractory 
investment molds. The pattern ma- 
terial of this process, however, differs 
from that of the other lost-wax 
method. 


Preparation of Soft-metal Pattern 
Dies—-A master pattern first is pro- 
duced to the desired final dimensions, 
except that corrections must be in- 
corporated to allow for shrinkage in 
casting soft-metal working dies, wax 
patterns, and the final metal part as 
well as for expansion in drying and 
heating the investment refractory 
material. An example in which brass 
is cast in a plaster-silica investment 
of a particular type of wax requires 
that master patterns be made 1.5 per 
cent oversize!. A machined steel 
master pattern that has been chrom- 
ium-plated for maximum wear re- 
sistance is preferred for extremely 
long production runs. Softer metals 
are suitable for shorter 
some cases a sample finished part 
may be used directly as a master pat- 
tern if it is not too complicated in 
shape and the precision required 1s 
Costs of $1000 for making 


runs. In 


not close. 
master patterns are, on the other 
hand, not at all unusual when pro- 
duction runs are to be long.®”. 


The master pattern is employed to 
make molds for quantity production 
of wax patterns. Molds or dies may 
be made of any material that will 
hold its shape while the melted pat- 
tern material is put into the mold or 
die and cools there. These perma- 
nent molds can be made very ac- 
curately of steel, bronze, alum{num, 
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solders, hardened plasters, thermoset- 
ting plastics (including hard rubbe: ) 
and, for some unusual cases, even 
vulcanized elastic rubber. Provisions 
are made in these molds, as far as 
practicable, to include the necessary 
gates, sprues, and risers in the pat- 
tern so that the pattern will be dam- 
aged as little as possible when the 
patterns are assembled to the header. 

Soft-metal molds are made in 
halves with cast steel inserts that [it 
into holes into the opposite mold sides 
and thereby maintain accurate loca- 
tion and dimensions. The master 
pattern is half-embedded in plaster 
of Paris and the molten soft-metal 
cast against it to form each half of 
the mold. Low melting alloys, such 
as 50 per cent bismuth, 32.2 per cent 
lead, and 17.8 per cent tin, used for 
these molds are of balanced composi- 
tion so that neither expansion not 
contraction occurs on solidification! 
Surface dimensions then agree with 
those of the master pattern to which 
they are cast. The molds are also 
made by hobbing soft-metal dies (bis- 
muth alloy, Wood’s metal, Cerrobend, 
Cerrobase, type metal, etc.) with the 
tool steel master pattern forced into 
the metal to the parting line!7. Soft- 
metal molds are preferred for parts 
having contours or shapes which are 
difficult to generate or reproduce, as 
with turbine blades, etc., and are also 
used for parts without close toler- 
ances™®. Sometimes steel master dies 
are made for long runs and for parts 
which require the maximum in di- 
mensional accuracy or have small 
cores, thin slots and intricate, in- 
volved shapes. For experimental 
work or short runs, vulcanized rub- 
ber molds often are used. 


Rubber Mold Curing—Use of elas- 
tic rubber as a mold or die material 
is an interesting variation. The mas- 
ter pattern, with suitable gates and 
paths of metal flow attached, is en- 
veloped in a suitable grade of unvul- 
canized rubber and placed in a suit- 
ably shaped container. The whole 
assembly then is placed in a vulcan- 
izing autoclave, where the rubber is 
cured. 

The cured rubber envelope on the 
master pattern is slit and peeled from 
the pattern. Great care is exercised 
to select a line for slitting the rubber 
envelope so that when it is put in the 
container in which it was vulcanized 
as a support, the rubber envelope will 
be correctly shaped. One must peel 
it off the pattern or model each time 
that it is used. 

Molding Methods—Some molds (or 
dies for the making of patterns for 
investment casting use) can be used 
on die casting machines adapted to 

(Continued on page 196) 
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Cc. BIRNBAUM 
Founder and President 


That's why Cleveland Standard Pattern Works, Inc., still guided 
by the president and founder, Mr. C. Birnbaum, 
has grown with industry over the past 55 years. 


Many changes have taken place since Mr. Birnbaum first 
opened shop back in 1897, but the same policy of producing 
accurate patterns at reasonable prices remains. Naturally, 
capacity has been increased many, many times since those 
early days when Mr. Birnbaum produced patterns for L. 
Chevrolet, T. White, A. Winton, Frank Horsburgh, the Al- 
uminum Co. of America, Chicago Pneumatic ‘Tool, Van 
Dorn Electric Co., etc., etc. No pattern was ever too large, 





CARL es too small or too intricate. Every job was accepted as a chal- 
ssllthchceacpastd lenge to his ingenuity and craftsmanship. To his 55 years of 
experience, add Mr. Winkler’s 39 vears and Mr. Roth’s 24+ 
years, and you get a management group with 118 years ot 
practical skill calculated to meet any pattern making prob- 
lem. Whether you use the smallest metal patterns or the 
largest wooden patterns, we are ready to put our experience 
and equipment at your disposal. It costs nothing for con- 
sultation. You'll be pleased with our cooperation and final 
results. 





JOHN F. ROTH Peat 
Secretary-Treasurer 


Cleveland STANDARD PATTERN WORKS, Inc. 





I Me ee CLEVELAND 3, OREG 
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(Continued from page 194) 


do injection molding of thermoplastic 
materials; other molds are so made 
that they may have the molten pat- 
tern material injected into the mold 
cavity under pressure or are adapted 
to having the pattern mate- 
rial poured into the mold cavity by 
Before use and between 
cleaned thorough- 


molten 


gravity. 
each use, molds are 
ly and given any needed surface coat- 
ing that will the pattern to 
leave the mold cleanly. 
When the molten pattern 
has cooled and solidified sufficiently 


SCY 


enable 


material] 


to be handled, the patterns are re- 
moved from the dies or molds. These 
molds can have incorporated in them 
loose pieces that correspond to cores 
in ordinary foundry practice. These 
loose pieces must be so arranged that 
they can be handled mechanically if 
the die is on a machine. 
For pattern accuracy’, 
undercut surfaces must be located 
in the mold to permit their formation 


(or mold) 
maximum 


either by draw cores, removable prior 


to parting of the mold body, or by 
the various mold sub-sections 


Precision - formed hollow 


PIONEERS 
& LEADERS 


inpustRIAL DUST contro 


installation of Sly Dust Control. 


Note how clean the foundry is now 





Sly Dust Filter mounted over Sly Blast Room 


You, too, may have a dust problem as did this foundry before the 


. a good place to work — 


efficiently. Men like the better working conditions and produce more. 
The Siy Dust Filter (shown at left) handles the dust created by a Sly 
Blast Room, grinder booths, and surface grinders. The cleaned air 


contains no visible dust. 


In these days of ‘‘forced draft’'’ production, equipment which helps 
increase production is worth looking into. Sly is not expensive as 


thousands of installations prove. 


Ask for Bulletin 98 and tell us your problems so that we can 


make suggestions. 


THE W. W. SLY MANUFACTURING CO. 


4753 TRAIN AVENUE 


CLEVELAND 2, OHIO 


BRANCHES IN 


NEW YORK * CHICAGO * 


CINCINNATI © ST. LOUIS * 


196 


PHILADELPHIA ° 
INDIANAPOLIS © BIRMINGHAM * LOS ANGELES * TORONTO 


SYRACUSE * DETROIT * BUFFALO 
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cores are used for long cored holes o 
small diameter. A complex mol 
must be suitable for easy dismantlin; 
and withdrawal of the pattern with 
out damage or distortion. This r 
quires care in location of cores, rur 
ners, and parting lines. The meta! 
die is lubricated with light oil o 
special lubricants, 

Pattern Making Patterns or mod- 
els for investment casting use toda, 
produced from various thermo- 
plastic materials that when treated 
soften and either flow awéy or evap- 
orate and burn away, that do not 
swell before softening and thereby 
crack or break the mold, and that do 
not leave any residue in the mold 
when the mold is emptied by heat 
The thermoplastic materials should 
be firm enough, at the temperatures 


are 


encountered in the plant, to hold 
their shape. 

Wax is kept a little above its 
melting point, then forced into the 


mold held at uniform temperature! 
Commercial pattern waxes and ma- 
chines are described in the _ refer- 
ences *: 6 1%. and °!, and plastics pat- 
terns may also be used#*, Various 
waxes such as ceresin, carnauba 


beeswax, paraffin, acrawax, and ros- 
blended with carbon black o 
depending on_ thei 
Poly 


plas 


in are 
polyethylene, 
strength, expansion, and cost. 
other 
advantages of 
stabilitv in handling 
bismuth 


stvrene and commercial 
tics have 
strength and 
Frozen mercurv or 


great 


allovs 


mav also be used for patterns. Ar 
excellent comnarison of these mate- 
rials was made by Valvi®. 

Pattern Assembly—After removal! 


from the molds, the patterns or mod- 
els are inspected for flaws, and thos: 
that mounted on a header 
The number of patterns 
that can be attached by sprue or di- 
rectly to the header usually will b: 
governed by the size of the patterns 
the distance that must separate pat- 
and the size of the 
used. In 


pass are 
models or 


terns in a mold, 
flask that will be 
stances, the melting capacity will de- 
termine the number of patterns that 
are put into one flask. 


some 1n- 


and 
by a hot 
Typical mounting ot 


Patterns, sprues, gates ar 


joined easily electric iro! 


with a fine tip. 


multiple patterns ready for invest 
ment are illustrated in *: and 
Investment——The assembled clust« 


is now ready for precoating and 
vestment, the first step being to cove 
the material that wi 
leave a smooth, 
which will not fuse to a tough ski 
metal to be For fe 
and those that melt 
temperatures, the first surfa 
198 ) 


surface with a 
clean surface and 
with the cast. 
rous metals 
high 


(Continued on page 
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MONEY SAVING TOOLS 




















Layouts, drawings, specifications, bills of material. 
ng These documents, prepared by Giffels & Vallet, Inc., 
represent condensed experience gained in engineering 
te- foundry projects for more than twenty years. They are 
the plan of attack for building toward lower produc- 
tion costs. They are the tools used to acquire competi- 
Ost tive prices on equipment, materials, and construction 
cost. They represent design in which the engineering 
1. has been integrated so that delays and costly field 
b changes are eliminated. These tools are available to you 
for the development of your plans for new foundries or 


for expansion and modernization programs. 


7 GIFFELS & VALLET, INC. 


INDUSTRIAL ENGINEERING DIVISION 
1000 MARQUETTE BUILDING, DETROIT 








(Continued from page 196) 
treatment consists of a fine silica, 
suspended in a material that serves 


as a bond, which also controls expan- 
When the dipped surface has 
sprayed, 

While 
covered 


sion. 
dried, it is again dipped or 
to cover any exposed surface 
tacky, the 
with coarser silica, dropped onto the 
cluster from The cluster is 
manipulated so that all surfaces are 
The surface coating is dried 


moist surface is 


a sieve, 


coated. 
by exposure to dry air at room tem- 
perature. 


The dry-surface-treated cluster or 


pattern is now set in a flask (header 
down), and a paste-like mud com- 
posed of selected refractory material 
and a liquid additive are poured into 
the flask so as to cover completely 
the pattern cluster. The flask is vi- 
brated to free any entrapped air and 
to aid the filling material to fill the 
mold completely. The operations of 
precoating and surrounding with a 
slurry are known as investment and 
give the name to the whole process. 

For ferrous 
con, grains of uniform size are mixed 
with ethyl silicate or sodium silicate 


metals, silica, or Zir- 


BERYLCO BERYLLIUM COPPER 
CASTING ALLOYS 


offer excellent castability... 
ease and economy of handling 





By virtue of its excellent fluidity, 
Berylco provides maximum detail, 
smooth surfaces, good dimensional con- 
trol, and uniformity over long runs 
with minimum machining. Its low 
pouring temperature simplifies foundry 
procedures. 

Age-hardened castings of Berylco 
beryllium copperdeliver tensile strength 
to 170,000 psi, or hardness to 450 
Brinell, or conductivity as high as 
50 percent. Parts cast of this versatile 
alloy are finding increased use in such 


important fields as heavy electrical, 
communications, electronics, instru- 
ment, aviation, machine tool and 
resistance welding. 

Our casting specialists will be glad 
to consult with you on any of your 
foundry problems. Write today. 


Send for the helpful bulletin ‘Designing 
with Beryllium Copper Casting Alloys.” 


BERYLCO IS AVAILABLE IN 5 LB., 
2%. LB. and 3 OZ. INGOTS 


THE BERYLLIUM corporation 


Dept. 2-1* READING 8, PENNA. 
New York © Springfield, Mass. © Cleveland © Dayton © Detroit © Chicago © Minneapolis © St. Louis © Seattle ¢ San Francisco © Los Angeles 
Representatives in principal world-trade centers 
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to torm a bond on firing to elevated 
temperatures!’, 19, 50, For nonferrous 
metals, silica is bonded with plaste 
of Paris®, 27, 28, 54, 


Heating Investment and Wax 
The mold material is allowed to set 
After a predetermined time, the mol 
is warmed, to dry it, then heated i: 
an oven to melt the model or patter: 
The melted pattern material is al 
lowed to run out and is collected fo 
reuse. The mold is further heated i: 
a furnace to volatilize or burn away 
any pattern material that has soaked 
into the mold or which has not ru 
out of the cavity made by the pat- 
tern, to provide a hot mold that wil 
not chill or freeze any incoming met 
al too rapidly, and, by expansion ot 
the mold, to compensate for much ot 
the shrinkage that will occur as th 
cast metal cools. 

Steam plates and furnaces fo: 
melting and burning away wax when 
used for casting steel are illustrated 
in # and 4”, For an autoclave method 
for removing wax before casting alu- 
minum alloys, see 5. It is necessary 
that the rate of temperature rise be 
slow and uniform, especially around 
1063° F, because the quartz refrac- 
tory undergoes a crystal change with 
expansion in heating at this tempera- 
ture. Other investments such as sta- 
bilized zirconium silicate, sillimanite, 
and chamotte, which do not show ex- 
pansion points on heating, have been 
used in place of silica to avoid the 
tendency, especially of larger masses 
of silica investment, to crack on heat- 
ing. However, silica is the cheapest 
and common refractory used for reg- 
ular production work in the smaller 
sizes of castings generally made by 
the investment method. The melting 
and vaporization of wax form the 
cavity, later replaced by metal, and 
give the common name lost-wax to 


the process. 
Melting Metal Metals for the 
molds prepared as outlined can be 


melted by gas flame or by electric arc 
or induction furnaces, For examples 
illustrations of these processes 
1, 6, 15, 17, 18, 21, and 48 for arc 
1 and 18 concerning induc- 


and 
see 
furnaces; 
tion furnaces; and !* concerning gas- 
fired furnaces, 

Casting Metal — The melted metal 
may be poured from a ladle or induc- 
tion furnace into the 
gravity alone, although either suction 
or centrifugal casting more often 
are used. Such methods are illus- 
trated in 1: *. and 17, Small electric 
are furnaces are frequently used for 
melting iron, nickel, or cobalt alloys 
in conjunction with pressure casting. 
The metal is melted and brought to 
the necessary temperature for pour- 

(Continued on page 201) 
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OSBORN FOUNDRY VIBRATORS 


Chromium Plated Bore 














Forged Steel Hardened and Ground 


- Body Nickel Steel Piston 


Hardened 
Striking 
Surface 








Chrome Vanadium 

Saal Spring , 
A SIZE AND MOUNTING 
NEW STANDARDS FOR POWER, FOR EVERY NEED 


| DEPENDABILITY, ECONOMY 


® Greater power in proportion fo size. 
















®@ Long life with chrome plated bore and MATCH 
PLATE VIBRATORS 


hardened pistons. eae? 





: SIDE MOUNTING VIBRATORS 
. a a ae VW, ”” P| 1% *” 
® Economical on air consumption. sso 


® Greater dependability... more freedom from 
sticking. 


BSOLUTE vibrator dependability is vital to contin- SIDE MOUNTING 
VIBRATORS 


uous efficient mold production. To achieve this 2” and 214” 


5-2 =e 





result, Osborn has developed this improved design to 
operate hour after hour, day after day under the severest 
foundry conditions. Built of the finest quality materials 
and precision workmanship, Osborn’s vibrators 


ANOTHER 
EXAMPLE OF 
OSBORN LEADERSHIP 
AND ADVANCED END MOUNTING VIBRATORS 
ENGINEERING 1%’, 2” and 214” 








provide a low cost insurance for maximum mold- 
ing machine production. Available from Cleve- 


OSBORN 


MOLDING MACHINES CORE BLOWING MACHINES INDUSTRIAL BRUSHES 


VIRIAL ZILLA ba 
5401 Hamilton Avenue Cleveland 14, Ohio 





























Partners 


Production| 








Adams 12''-38 
Jolt Squeezer 


Portable Type 





MOLDING MACHINES and 
CUSTOM-BUILT FLASK EQUIPMENT 


HERE are the “Partners” that keep production rolling and costs low 
help you meet today’s increasing competition with faster production of bet- 
fer castings at lower cost. 

Adams Molding Machines are designed by experienced foundrymen to 
solve your production problems .. . to give you the speed, power and dur- 
ability for consistently large output day after day. Close control of jolting 
and squeezing operations means accurate, uniform molds. Smooth, easy op- 
eration, with minimum working parts, simplifies operations and maintains 
steady, high output levels. 

Adams Flasks are custom built to your exact specifications for superior 
performance and economical production. 

Get these “Partners” on your production team now! Write for full infor- 


mation. THE ADAMS COMPANY, 700 Foster Street, Dubuque, lowa. 
MOLDING MACHINES 


The ADAMS Company 


DUBUQUE, IOWA, U.S.A. FLASK EQUIPMENT 





ESTABLISHEC 
1883 
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xy. This temperature is checked 
either by sighting an optical pyrome- 
at the hot brickwork of the fur- 

ce or by a platinum 
rmocouple protected by a small 
<pendable quartz tube. The pre- 
ated mold is removed quickly from 
preheating furnace and then 
sunted and clamped on top of the 


immersion 


arc furnace with the sprue end of 
the mold down and opposite the 
pouring spout of the furnace. With 


mold attached, the furnace is rotated 
m its trunnion mounting causing 
molten metal to flow into the mold. 
Air or inert gases under pressure are 
applied through the furnace to add 
an extra downward force to the 
gravity flow of metal into the 
mold}, 2, 18, 30, 

In centrifugal casting, metal is 
against the vertical outer 
walls of the mold as it spins about its 
This has the same effect as a 
head, but in a radial, ver- 
direction. Sometimes molten 
is sucked upward or poured 
downward into a mold from which all 
or most of the air has 
ated by a pump. This 
known as “vacuum”’ or, 
“suction” 


forced 


aXIS. 
pressure 
tical 
metal 
been evacu- 
process is 
more accur- 
ately, as casting. 
Precision investment 
parts with thin or knife-edged sec- 
tions generally requires an additional 
force beyond gravity pouring to fill 
the mold completely. In the manu- 
facture of parts with sharp edges the 
mold assembly, casting method, and 
direction of gating into the mold 
should be arranged so that the metal 
stream and pressure are directly to- 
ward these edges, in order to form 
them properly. The central riser of 
the mold also should have a greater 
section thickness than the heaviest 
section of the castings which it feeds 
and should be attached to it. These 
principles are also common to other 
casting but are particu- 
larly important in precision casting 
since the surface must be true to di- 
mension at all points. 
nachining to remove 
seldom possible, 
must be free of 
laps, and folds. 


casting of 


processes, 


Grinding or 
imperfections 
and the metal 
shrinkage cavities, 


Precision of Process 
ittern or 


When 
produced 
‘ccurately and the behavior of the 
vestment material has been deter- 
ined carefully during an established 

cle to produce a casting, it has been 
und that the resulting casting can 

reproduced to verv limits. 
‘ry accurately reproduced castings 
ive earned the name “precision cast- 
zg," and the method is 
¢ Same name 


the 


model is very 


close 


known by 


Dimension tolerances closer than 


eptember 1952 


plus or minus .002-in. per lineal inch 
are difficult to maintain and often 
require finishing operations. Polish- 
ing or finish grinding is usually nec- 
essary for important contact points 
and bearing surfaces. Investment 
casting can not compete economically 
with well-tooled machining methods 
when very large quantities of parts 
are required. However, the process 
has been very useful for manufactur- 


ing intricate shapes, for small and 
medium quantities of parts that 
would not warrant more expensive 


tooling or that are needed in a great- 


er hurry, and for alloys that can be 
forged or machined only at great ex- 
pense and with difficulty’: * > 20, 22, 

Limitations--This modern adapta- 
tion of an old process of making cast- 
ings presents many problems, all of 
which must be considered. For one 
thing it is not fast; hence time cost 
is an important cost factor. 

For low temperature melting met- 
als such as brass, etc., and for the 
noble metals, which are relatively 


inert chemically, the procedures have 
established that produce satis- 
(Continued on page 204) 
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5344 W. ADAMS 


Our Service Men are qualified 
and can assist you in cutting 
your refractory costs up to 
fifty per cent. The Agent in 
your locality will gladly call 
and explain further. Phone 
them or write direct—No ob- 
ligation, of course. 
* 


a x 


EUGENE W. SMITH 


SIL-GAN is a Quartzite Rock of purest silica (99.3%) and is available for 
mixing with clay in your plant for hand patching or ready mix for Gun 


NOW IT CAN BE TOLD.... 


This untouched photo shows a SIL-GAN hand patch in a cupola that 
operates continuously for eight hours. Many cupolas, running up to sixteen 
hours per day and melting over two hundred tons, are being patched 
with SIL-GAN hand patch or SIL-GAN gun mix. 


x * *® 


The success of SIL-GAN is its ideal 
density promoted by the long finger- 
like cleavage and interlocking qual- 
ities of Quartzite Rock. 








CHICAGO 44, ILL 


Distributors: 
The Fire Brick Engineers Company, 
Milwaukee, Wis. 
Marthens Company, Moline, Ill 


St. Lovis Coke & Foundry Supply Company 


St. Louis, Mo. 
Foundries Materials Company, 
Coldwater, Michigan 
Indiana Products Company, 
Kokomo, Indiana 
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Ladle 
addition 


The ‘National’ DUAL-PURPOSEL 


CASTFAUX SB-10 is stocked by the following distributors in your market: 


St. Louis, Mo. Detroit, Michigan Seattle, Washington 
M. A. BELL CO. NATIONAL FOUNDRY SAND CO. WESTERN FOUNDRY SAND CO. 


with Branches in Dayton, Ohio Portland, Oregon 
Houston, Texas THE FENTON FOUNDRY SUPPLY CO. WESTERN INDUSTRIAL SUPPLY CO. 


and Elmira, New York Los Angeles, California 
Denver, Colo. F. F. SHORTSLEEVE CO. SNYDER FOUNDRY & SUPPLY CO. 


Get NATIONAL pigment « 


FOUNDRY 














Yes, many successtul foundries 
confirm the CASTFLUX story * 


New, improved CASTFLUX SB-10 is a DUAL PURPOSE FLUX, a partly exo- 
thermic compound for feeding heads and risers that virtually DOES NOT 
SMOKE OR CREATE FUME. There is ABSOLUTELY NO CARBON PICK-UP 
at the neck of the riser or casting itself. It keeps the ‘pour’ hot and liquid 
for periods of 100% to 200% longer. As a ladle addition it is a wonder- 
ful liquidizer—through its cleansing action it de-oxidizes and de-gasifies 
the metal. It has been universally accepted by the industry for its metal- 
lurgically controlled ‘‘batch-uniformity”’. 
improves production at considerable savings has been conclusively proven. 
You, too, can benefit by a test-trial! 


That it increases the yield and 





ntick-Up with CASTFLUX SB-10' 


ss; 
~»e 








i“ *Excerpts from actual letters on file 
eal 
on ‘a "... we refill the heads after the application have experienced no carbon pick-up in 
we a of ''CASTFLUX" and then finish machine the any instance.” 
; ov surface directly under the heads, and it is 
. with satisfaction that we can advise that no ... absolutely no fumes given off by the use 
ve carbon pick-up has been experienced..." of CASTFLUX. To date we have experienced 
F : t ick-up in the f tal bel 
a "\..never had any difficulty with carbon a enanass antigay ETE ore 
(iW pick-up or with smoke or fuming from the use the sink head. 
as a of CASTFLUX in our foundry.” “\..on the test made with CASTFLUX, a 
of Topping found CASTFLUX to be free of smoke very definite increase in tensile strength of 
— _ and fumes and in more than six (6) years the metal was noted...” 
isers 
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[LUX 


unconditionally, GUARANTEED 


Unless CASTFLUX SB-10 meets with 
Your full approval, material can be 
tturned at no expense within 





30 days. 


ORTHODOX ST. AT DELAWARE RIVER, PHILA. 37, PA. 





ORY September 1952 
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Trade Mark Reg. 






Send for free literature 
“The Story of CASTFLUX” 
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factory castings for the purpose 1n- 
tended (use of dentists and jewelers). 

When the ferrous metals are han- 
dled, it is almost necessary that all 
such metals, and the 
metals, be produced under the control 


molds for the 


of competent metallurgists, In molten 
condition, the ferrous metals are very 
chemically, for they readily 
fuse with al- 


active 
oxidize, absorb gases, 
most any material that 
and are subject to possible exother- 


they touch 


mic reactions to certain types of mold 


materials. 


Mold materials present many prob- 
lems to the investment caster, In 
recent years, as some of these prob- 
lems were solved by experimenters, 
patents have been granted to the dis- 
coverers of the mixtures of materials 
that produced better castings. Ex- 
pansion properties of the refractory 
material and of the additives which 
serve to bond the mold influence the 
shape of the mold at the time that 
the metal is poured. The mold sur- 
faces must not fuse with the casting 
surface. 


The approximate limitations on size 








871 NO. SANGAMON STREET 





PeKay AJRATOR.. 


COSTS LESS INSTALLED; STOPS LUMP 
TROUBLE; REDUCES MAINTENANCE; CUTS 
PARTS REPLACEMENT; MAKES INSPECTION 
EASY; GIVES LONGER, BETTER SERVICE 


Now you can have fotal availability of your production line at all 
times with the simple, efficient PEKAY AIRATOR. It has been 
designed specifically to deal with problems which have plagued 
foundry production men for years. It is so ingeniously and 
soundly engineered that it can’t clog or cake up—no dried lumps 
to ruin castings; and even during occasional maintenance work 
on the AIRATOR, protracted line shutdowns are never necessary. 


Think what this means in terms of actual dollars and cents saved 
on otherwise lost production! Then, note this: the original cost 
of the PEKAY AIRATOR is considerably less installed—installation 
by your own personnel takes normally only about 25 man-hours! 
But that’s not all: even when worn blades must finally be replaced, | 
the job is usually done in 2 hours—and without a cutting-torch! 


If you want easy-flowing, cool sand without protracted interrup- 
tion, at lower cost, you can get tt with the PEKAY AIRATOR— 
already giving excellent results in heavy-duty foundry operation. 


ff WRITE TODAY FOR COMPLETE DETAILS! 


PEKAY MACHINE & ENGINEERING CO. 





CHICAGO 22, ILLINOIS 
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of precision investment castings no\ 
in commercial production have bee 
reported as follows: 

Weight range 0.0005 to 1.0 Ib 
Greatest length 8 in. 

Thinnest section 

(for limited area) 0.020-in. 

(over extensive area) 0.040-in 
Thinnest edge 

(on 20° angle) 0.015-in, 

The methods, economic market 
and limitations of investment pre 
sion casting vary greatly with th 
metal or alloy being cast as well as 
with dimensions and quantity of th: 
product being made?*, 

High temperature alloys, including 
cobalt and nickel alloys and_nickel- 
chromium stainless steels are com- 
paratively easy to cast, but difficult 
to machine or produce by othe: 


methods. Investment casting is ex- 
tensively used in making these 
alloys15. 17. 21, 40, 47, 


Make Steel Castings 


Carbon and low alloy steels are 
made by this process largely to pro- 
duce intricate parts for experimental 
or short production runs, The decar- 
burization of the metal surface ad- 
jacent to the silica investment mold 
is a technical problem encountered 
that may be corrected by heat-treat- 
ment with carefully 

nace atmospheres??, 39, 


controlled fur- 


A listing of nonferrous alloys most 
commonly used for investment cast- 
ing is as follows?#?: 

Types 43, B 195 good: 

356 best. 

Magnesium: Dowmetal C best. 

Yellow, leaded type 
good; silicon and red 
types best. 


Aluminum: 


Brass: 


Bronze: Tin, aluminum, mangan- 
ese good: 


best. 


beryllium 


The investment-mold method of 
producing parts by casting to fin- 
ished shape, though possible for many 
items, is not economically practicable 
for some, Its use is therefore lim- 
ited, particularly as a means to pro- 
duce precision castings in materials 
that cannot be machined and for pre- 
cision castings of parts that would 
otherwise require a large amount of 
expensive machine work in produc- 
ing the finished product. 

Patents Most of the that 
have obtained patents for processes 
or means to produce good castings by 
the investment-mold method will l- 
cense users of their patents and/or 
will send supplies that are suited for 
the work intended. Melting equlp- 
ment and casting and cleaning equip- 
ment suited to this class of work has 


firms 


(Continued on page 207) 
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fin- 
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pre- 
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LIFE COMPARISON 
TRUSTEEL vs. CHILLED IRON SHOT 
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CHILLED IRON TRUSTEEL 
after 50 passes after 1500 passes 
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RU STEEL SHOT Was THE STAMINA OF 


STEEL FOR PROLONGED BLASTING LIFE 


The amount of abrasive you use (and its cost to you) is in proportion 

to its ability to withstand breakdown. Most abrasives shatter after short 
usage, breaking into small, sharp pieces that reduce cleaning efficiency 
and cause excessive wear on machine parts. TRuSTEEL NEVER SHATTERS. 
That's why one pound of TruSteet Shot will clean as much work as 3 to 6 } 
pounds of iron abrasives. 


i 
“a 
TERETE a | 


(---------- 


TRUSTEEL is made of high carbon steel that has been given a full heat treatment, 
not just drawn or annealed. Thus it has the endurance that ONLY STEEL CAN 
GIVE. It retains its shape and size much Jonger to give you more cleaning 
hours for your money. 


Liners and other wearable parts of your blast cleaning machine have a much 








longer useful life and you have fewer replacement parts to buy. Users re- - a 
port 30% to 300% longer life for wearable parts when they use TRUSTEEL. Bulletin 59-A shows 
You So spend Meet time servicing your cleaning machine when you use waneedeu tf aus 
TruSTEEL. As a result, you get more productive hours from your ma- and bow savings can 
chine for a much lower cost. be made. Send for 


your copy today. 


Send for a trial order of TRUSTEEL Shot today. 


American 
WHEELABRATOR & EQUIPMENT CORP. 


505 S. Byrkit St.. Mishawaka, Indiana 








MFRD. BY STEEL SH >" PRODUCERS, INC 
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‘n developed and is available to in- 
ested parties. 


BIBLIOGRAPHY 
Periodicals 


imerican Foundryman, September 1944 


pp. 6-14 Subject—general 
imerican Foundryman, August, 1945, pp 
65-71 Subject—equipment 


imerican Foundryman, October, 1945, pp 
33-38. Subject—general 

{merican Foundryman, July, 1948, pp. 46 
18 Subject—ferrous 

American Foundryman Apri 1950, pp 
122-126. Subject-—aluminum 
Transactions, AFS, May, 1950 Subject 

patterns 

American Machinist, July 10 1950, pp 

97-108. Subject—dies 

American Machinist, May 28, 1951 pp 
103-110 Subject—machining 

imerican Machinist, Jan. 7, 1952, pp. 128 
131 Subject—steel 

Engineer, Mar. 2, 1951, pp. 292-294 Sub 
ect—design 

Foundry, November, 1949, pp. 82-83. Sub 
ject—general. 

Foundry, December, 1949, p. 93 Subject 
genera! 

Foundry, January, 1950, pp. 74-79 Sub 
ect—general 

Foundry Trade Journal, May 26, 1949, pp 
901-502 Subject—-general] 

The Iron Age, Feb. 10, 1944, pp. 52-58 

Subject—cobalt alloy 

The Iron Age, Sept. 7, 1944, pp 

Subject—jewelry. 

The Iron Age, Nov. 9, 1944, pp. 55-58 

Subject—-wax and investment. 

The Iron Age, Nov. 16, 1944, pp. 53-59 

Subject—melting and casting. 

The Iron Age, Feb. 8, 1945, pp. 52-57 

Subject—investment. 

The Iron Age, Oct 26 1944 pp. 82-156 
Subject—dimensions. 

The Iron Age, Mar. 1, 1945, pp. 54-57 
Subject—tool steel 

The Iron Age, June 21, 1945, p. 46 Sub 
ect——carbon steel. 

The Iron Age, Nov. 1, 1945, p. 46 Sub 
ect——copper alloy 

The Iron Age, July 12, 1945, pp. 46-49 
Subject—-master pattern 

The Iron Age, July 19 1945 pp. 62-64 
Subject—-glue mold 

The Iron Age, July 26, 1945, pp. 70-73 
Subject——plaster mold 

The Iron Age, Aug. 2, 1945, pp. 51-57 
Subject—plaster mold 


3-Ti 


The Iron Age, Aug. 9, 1945, p. 67 Sub- 


ect—-plaster mold 

The Iron Age, Aug. 16, 1945, pp. 70-74 
Subject—-wax patterns 

The Iron Age, Aug. 23, 1945, pp. 74-81 


Subject—melting and casting 
The Iron Age, Oct 11, 1945, p. 62 Sub 
ect other process 


The Iron Age, Feb 16 1950 pp. 94-96 
Subject—magnesium 

The Iron Age July 20, 1950, pp. 92-96 
Subject— general] 

The Iron Age, Sept 14 1950 p 126 


Subject—alloys 


The Iron Age, Nov. 9, 1950, p. 102. Sub- 


ject steel 

The Iron Age, Apr. 12, 1951, pp. 107-109 
Subject——patterns 

Machine Design, July, 1946, pp. 129-131 
Subject—design 

Machine Design, January, 1950, pp. 93-99 
Subject—design 

Machine Design, January 1951 Pp 154 
Subject——applications 

Vaterials and Methods, August, 1950, pp 


77-79. Subject—-steel 

Vaterials and Methods, September, 1950 
pp. 49-53 Subject—-applications 
Materials and Methods, November, 1950 
pp. 97-99 Subject—nonferrous 


Vaterials and Methods, November, 1950, 


136. Subject—-patterns 
Materials and Methods, January, 1951, pp 
78-82. Subject—-nonferrous 
Vaterials and Methods, May, 1951, pp. 88- 


90 Subject—applications 
Vaterials and Methods, July, 1951, pp. 70- 
72 Subject—applications 

Vetal Progress, September, 1945, pp. 489 
194 Subject cobalt alloy 

Vetal Progress, July, 1949 pp 53-56 


Subject—general 
Vetal Progress, June, 1951, p. S74 Sub 
ect—applications 


Vetallurgia, January, 1950 pp 157-159 
Subject investments 
Product Engineering, January 1950 p 


101 Subject—-wax machine 
Product Engineering, May, 1951, pp. 50-52 


Subject—-applications, 
Product Engineering, May 1950 p 159 
Subject alloys 


Product Engineering, February 1951 pp 
114-117 Subject -copper (Be) 


ptember 1952 


Product Engineering, August 1951 pp Cannon July 1946 10; M $1.00 PI 





136-138 Subject—design $1.00 
Product Engineering, November, 1951, pp 67. PB-110120 Wright Field F« 
184-190 Subject—-alloys tember, 10449 22f. Mi. $2.00 
Product Engineering, November 1951, pp 68. PB-79319 Investment M 
203, 5, 7 Subject—-alloys Ferrous Casting June, 1944 
Steel, Nov. 7, 1949, pp. 116-117 Subject Ph, $2.00 
castings Orders for any of the above-listed PB re 
Steel, May 14, 1951, pp. 80-82 Subject ports in microfilm or photostat type should 
applications be addressed to the Library of Congress, Pho 
S.A.E Journal, June 1950 Subject toduplication Service, PB Project, Washington 
turbine blades zo, D. C accompanied by check r money 
Tool Engineer, \pri 1950 py 38-40 order made payable to the Librarian of Con 
Subject design. gress 
Tool Engineer, August 1951 pp. 25-28 Books 
Subject—dies 69 ‘Precision Investment Castings E I 
Tool Engineer, September, 1951, pp. 42-44 Cady, 1948, p. 356 Reinhold Publishing 
Subject—dies. Corp., 330 W. 42nd St., New York 

U. S. Government Reports 70. ‘‘Production Processes, Their Influence 
PB-15981 ‘‘Design for Precision Casting Design,’’ Bolz, vol. 2, 1951, chapter 44 
R. CC, Wynne, February 1946 12p. Mi Penton Publishing Co Penton Bldg 
$.50 Ph, $1.00 Cleveland 
PB-19538 ‘Miscellaneous War Materials Other Methods of Precision Casting 
July 25, 1944 32p. Mi. §$.50 PI $1.00 71. TAS-91, Frozen Mercury Patterns Of 
PB-31862 Small Mechanism Parts for fice of Technical Services, Dept f Com 











Make Marshall Enclosed-Tip thermocouples 
your standard for measuring temperatures 
of molten brass, bronze, aluminum and mag- 
nesium. Marshall thermocouples will give 
you quick, dependable reports direct from 


ING. - P 
HEAT within the melt. 
OVER- 


THEY 
pREVENT 


UNDER- 


Controlling temperatures this way will aid 
HEATING you in making better castings. Castings 

oF poured at the right temperature are usually 
METALS- of finer, denser grain structure, more uniform, 
of better finish and needing less cleaning. 
Machinability of castings is also improved. 





The use of Marshall thermocouples is stand- 
ard practice for the modern melting room. 
They are a tool always ready, requiring no 
preliminary adjustments. You can have 
Marshall thermocouples in furnace or ladle 


types. The tips stand repeated immersions. 





L. H. MARSHALL CO. 
270 W. Lane Ave. 
CoLumBus 2, OHIO 
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(a) PB-81284, ‘‘The ‘C’ Process of M 
ing Molds and Cores’ for Founc 
Use,’"’ May 30, 1947 Mimeo. 2h 
copy 

‘b) PB-105131, ‘Plastic Bonded Ss! 
Molding Simplified,’’ September, 19 
Mimeo, 25¢ per copy. 

‘c)) PB-106640 “Current Status of 
Shell Mold of ‘C’ Process of Precis 
Casting Metals,”’ R Ww Tind: 
April, 1952 Mimeo, 25¢ per copy 

(Office of Technical Services, Dept 


Commerce, Washington 25, D. C EK 


report obtainable in mimeographed § fi 

from this office on prepayment of 25¢ 

Copy ’ 

Foundry, January, 1951, pp. 76-79, 1 

‘*Plaster Molds Give Close Tolerances, 

Edwin Bremer 

The name of any firm, product or proce 

listed herein is not to be construed as a recc 
mendation, but merely as a typical referer 
Commercial directories will generally suy 
additional sources of information 


IBF Convention Papers 


(Continued from page 156) 

litic graphite formation in the ab 
sence of other subversive elements, 
and he wondered what percentage ol 
tin the author had found to have a 
harmful effect. Mr. Hughes replied 
that the effect of elements in oppos- 
ing, hindering or modifying the pro- 
duction of spheritic graphite by mag- 
nesium is quite a vast subject. The 
composition of the base iron ‘s an 
important factor. A very small num- 
ber of base elements could to a very 
great extent affect the amount of tin 
before the structure wes very much 
upset, but the effect of tin began at 
very low levels. In certain irons one 
could get quite an effect as low down 

0.01 of tin if the iron was pure, 


dl hing f : 
han e* everyt ng rom : but in the presence of some of the 
core sand to castings other trace elements, there was no 


effect unless there was considerabl) 

more tin present. 
Kwik-Mix Moto-Bug carries up to 1500 Mr. anes then referred a 
a wr yeeare es son statement by the author about non- 
materials each load . . . handles sand, 
scrap, slag, coke, small castings and 
any other materials that can be shov- 
eled, stacked or loaded into its big ca- 
pacity hopper. This low-cost power 
wheelbarrow climbs 20% ramps fully 
loaded, turns in its own length .. . 
33” width clears crowded aisles, nar- 
row doorways. Moto-Bug has full pow- 
er forward and reverse for traveling, 
backing or spotting . . . large steering 
wheel, with 3.6-to-1 gear ratio, for ef- 
fortless steering and maneuvering .. . 
instant gravity dump with snub-line 
control. Interchangeable attachments: 
flatbed, 5-foot fork lift, and scraper. 


inoculated magnesium - containing 
irons in which he had said that the 
carbon had apparently diffused to the 
spherulites in an irregular manner, 
giving an imperfect outline, and that 
the effect was greater than could be 
explained solely on the basis of the 
reduced number of nodules. Mr. Mor- 
rogh asked how he had arrived at 
the decision. 

In reply, Mr. Hughes said that M1 
Morrogh had suggested that each 
spheroid had a region around it in 
Which it could influence the liquid on 
solidifying as the iron graphite eu- 
tectic. This might be so, the autho1 


Wate Tow to: KWIK-MIX COMPANY, Port Washington, Wis. 


he had helped to do on the noninoct 
Send us complete information on Moto-Bug with: (] hopper (] flatbed (7) fork lift () scraper blade lated irons, and in the range of com- 


said, but from the few experiment 


NAME TITLE : position used, it did not seem to 
COMPANY DEPT... ee errance enters the case. The decreased number 
STREET 


CITY STATE . DS ee spheroids was so little that one cou 


not attribute it to that effect. T 
number was probably reduced by n 
more than 10 per cent since there ha 


(Koehring Subsidiary) (Concluded on page 210) 
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... from Print to Pattern 


Translating precision from your blueprints into patterns is the 
function of our layout and inspection department. Here skilled 
| be : hands carefully pilot your patterns through every operation per- 


Pi P * ux ie formed on them. The latest methods and the finest equipment are 
| at coum, used in this important work. Only through such painstaking layout 

a and inspection can unvarying high quality be maintained . . . 
ve a and it is on such quality that City Pattern Foundry & Machine 


ACL f Sertuheee Convervion Tebte 
t in Company has built its reputation. 
i on §@ City Pattern Foundry & Machine 


- [J Company's Shrinkage Conversion “Piloted precision” is another reason why leading manufacturers 
thor (@ lables save time and eliminate , : 
nie (ettors in shrinkage calculations. rely on City Pattern Foundry & Machine Company for the utmost 
jou My Our letterhead request will bring in accuracy, economy and production utility in wood and 
G set of these handy tables with- 


‘0m out obligation. metal patterns. 


: CITY PATTERN  iesetilead 


FOUNDRY AND MACHINE CO. in Patterns 





- 1161 HARPER AVENUE + DETROIT 11, MICHIGAN 














COMBS FOUNDRY RIDDLES 


They Save You 


Save You Time While 


Money! 











WORLD 
FAMOUS! 











Type “HL” Lab Sifter 
for sand contro. 


$202.00 without sieves 


ie 


Type “CS” with 24” 
screen and 
discharge 





square 
automatic 


$320.00 














GREAT WESTERN MFG.CO. 


LEaVENWor TH. KANSAS 


Type CR wit 
24” sieve $310.00 














Type “V 
With 20” sieve 
Alsu made with 36 


$250.00 
sieve $450.00 


All these machines cost less than 
lc an hour for power. Quickly 
removable steel rim sieves can be 
removed, emptied and replacea 
in seconds. Saves up to 97% of 
your labor costs. Send for free 
descriptive folder. 


Prompt Delivery From Your Foundry Supply House 


GREAT WESTERN MFG. CO. 


Leavenworth 


— Kansas 








(Concluded from page 208) 
been about 1800 centers of crystal] 
zation in the inoculated iron as con 
pared to 1650 to 1700 in the nonino: 
ulated conditon. 

Mr. Hughes added that he did n 
believe that small decrease could it- 
self be sufficient to give iron carbide 
around the outside because th 
spheroids were not large 
Concerning the effect of the irregula: 
precipitation, he speculated that pe: 
haps if the spheroids were growin; 
close to the austenitic dendrites and 
that division of the carbide was 
raised in some way in a noninoculated 
iron, one might find that it was pass 
ing more rapidly through that part o! 
the metal going away from the aus 
tenitic dendrite than through it. 

Mr. Morrogh asked about a state 
ment in the paper that spheroidal! 
graphite irons had a more dense ap- 
pearance under a microscope than 
flake graphite irons. Mr. Hughes re- 
plied that he meant that when on 
observes a coarse graphite flake iron, 


enough, 


which has a kind of structure gen 
erally called open, the graphite in 
the matrices appears to lack cohe- 
sion, particularly on machining and 
in polishing microstructures. He was 
suggesting that perhaps there are, in 
fact, small spaces between the flak: 
graphite and the austenite, in son 
cases due to a lack of fit. 


Spheroids in Irons 


As the discussion continued, M1! 
Morrogh discussed the formation 0! 
nodules, solidification sequences, and 
the effects of inoculation and quench 
ing. Mr. Hughes said that he had 
found very small spheroids in all th 
quenched samples of all types of iron 
that had been investigated, but th 
number of these spheroids and thi 
ease with which they might be found 
were merely reduced in the noninocu- 
The fact that inocula- 
number ol 


lated irons. 
tion might reduce the 
graphite spheroids was in 
with the idea that inoculation precipi- 
tated the graphite in the form ot 
some kind of graphite particles. It 
was not unreasonable, he thought 
that some of those particles might be 
spherulitic in form. 


keeping 


When Mr. Fleming referred to an 


American work in which it had been 
suggested that the type of graphite 


depended on alterations in the surface 


forces between the liquid iron and th: 


graphite, Mr. Hughes replied that al- 
though the idea seemed to have pos- 


sibilities and had been mentioned 
connection with aluminum alloys, h 
did not think it had a bearing on tl 
production of spheroidal graphite. 


(To be concluded in October) 
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yn The radiographers here are positioning an 

Hs Allis-Chalmers Betatron for x-ray inspec- 
tion of tank turrets. At this plant they‘re 
doing it continuously day in, day out— 

n 

i 

t! 

& 

lar 

hi 

in 

ind 

va 

te 

ss 

oO 

us- | 

te 

da 

ap 

lan 

re 

ynie } 


on, |e : betatron x-ray inspection gives you 
in } all this eee 












: re | dability : 
nd y an epenaa Pm ielod! 
yas cA 7 
in } gs 
ik } 
mi Sure... x-ray inspection with 22,000,000 volts will detect 
flaws as small as 14” deep, or .002” wide, in steel 12” thick 
or more. 
I 
Focal $ 
Pot is So 

ni (0.00005 sq. in.) i Sure ...x-ray inspection with the betatron gives you all 
|} you get pin.n-: 7 at : 
| PIN-point detaiy, the other advantages listed at left. 

d 
th 

ei But all that wouldn't mean a thing if you couldn't also 
th e J 
rhe depend on it to operate continuously. You can’t run a heavy 
ind : — 
3 ) inspection schedule with a temperamental machine that’s laid 
| Fe P 

la Wer, faste, radiograph up for repairs more often than not. 

of means SOvings in m ; 

- hours, Plant-hours z an- 

: films, " Be 

pi- The Allis-Chalmers Betatron has a proven record of de- 
it pendability, supported by plenty of evidence . . . evidence 

t : : 

h accumulated over tens of thousands of hours of heavy-duty 
” ALLIS-CHALMERS 


inspection in plants like the one above. 


Betatron 


1S DISTRIBUTED AND SERVICED BY 





The Allis-Chalmers Betatron is marketed, in- 
stalled and serviced by Picker X-Ray Corpora- 
tion. The far-flung sales and service network of 
this organization, the largest in the world de- 
voted exclusively to x-ray, stands behind every 
machine. Somewhere on this map, there's a 


local Picker representative near you. 


PICKER X-RAY CORPORATION 
25 SO. BROADWAY * WHITE PLAINS, N. Y. 
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... OR LEASE | 

OUR RADIUM 

RADIOGRAPHY 
KIT 





The apparatus is as simple as 
A—small radium capsule 
B—cartridge container 
C—rigid string support 





Radiographing a flange on a heavy steel casting. 


. . A short cut to more 
productive and econom- 
ical foundry practice 


The use of gamma rays in radiographing steel cast- 
ings has greatly increased since 1930, when the first 
commercial use of radiography was introduced. Radium 
radiography is simple, economical and effective; be 
cause it may be rented or the equipment 
doesn’t require a capital investment. It is simple to 
operate because it doesn’t require skilled 
Today radium radiography is rapidly ap- 
proaching the standard equipment in pro- 
gressive steel foundries. Let us tell you more about 


leased, 


especially 


operators 
status of 


the simplicity and economy of radium radiography 
Write today for prices, terms and case histories. Your 
requirements promptly supplied. 


RADIUM CHEMICAL CO., INC. 


161 East 42nd St., N. Y. Chicago: Marshall Field 
Annex Bldg. Los Angeles: 3723 Wilshire Blvd. 





YOURSELF 


OF THE "KNOW-HOW" 


OF MICHIGAN OVEN ENGINEERS 





LET US 
SOLVE YOUR 
CORE-BAKING 
PROBLEMS 


to us for solution. 





| f vou have a core-baking 
No matter 


that our staff of oven designers. 
experience of 150 vears, will come up with the answer. Would vou 
like our representative to call? No obligation. 


Write for Brochure: "Your Oven Problems" 








problem that baffles you, turn it over 


how tough it may be, we are confident 


with their combined oven engineering 


Representatives In 


Principal Industrial Areas 


MICHIGAN OVEN 


419 Brainard St. 


COMPANY 
Detroit 1, Mich. 
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Fine-Hardware Foundry 
(Continued from page 107) 
of a staff member. 

Consider the case of a drawer 
From rough sketches (sometimes on), 
memory) the design is first formed 
in sculptor’s clay. From this a plaste: 
cast is made. With the plaster cast 
as a mold, the design is next cast in 
hard wax, which in turn is used by 
a molder as a pattern for the careful 

sand mold. A _ whit 
is then made from the 


pu 


ramming of a 
metal casting 


sand mold. Working with etcher's 
and engraver’s tools, the designer 
works on the white metal piece to 
achieve a high degree of accuracy) 


and perfection of detail, Finally, a 
brass gated pattern is made from th« 


white metal original. 

At this point, E. J. Lambrix 
foundry superintendent, and his men 
take up the responsibility of accu- 
racy. Fully-detailed production rec- 
ords are scrupulously maintained, 


especially with respect to metal make- 

up and other special quirks which ex 

dictated the 
specific jobs. 


perieice has are best 


approaches to Every 


potential variable in the foundry must 


be minimized or eliminated. Dimen- 


sions must be perfect as cast, since 


the products are precision-assembled 


with no machining steps. 
Use Four Pins 
Molds are made via standard jar- 
squeezer machine operations with a 
gated pattern and Tamastone hard 
match. A tight flask is used with 


pins instead of the conventionai 
two. While such a setup is not in 
widespread today, it 
mirably to provide what is required 
in the castings—accuracy, fidelity of 
detail and complete absence of fins. 
There are 14 molding stations ar- 
ranged in two batteries of seven each 
Side cach station has 
turntable which flanks a 
All pouring is done 
an over- 
the 


four 


use serves ad- 


along the walls. 
a pouring 
wide center aisle. 
this aisle by means of 


track 


from 


head conveyor from melt 
room. 

Machines are top-squeeze 
In the 


moving all possible sources of varia- 


type jar- 
squeezers. interests of re- 
Chautauqua and Tabor Mfg. Co. 
collaborated in modifying 


tion, 
engineers 
standard Tabor machines to meet the 
specific production 

lems. Since substantially only 
depth of flask is used, the column 

the is shortened so that the 
squeeze clears the bottom 
head has been 
adjustable 


company’s prob- 


one 


machine 
head 
The 


redesigned 


just 
board. squeeze 
from 


Renewable 


an 
bushings are 
214) 


fixed type. 


(Concluded on page 
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FOUNDRY MACHINES 


THE FOUNDRY is one of a wide variety 
of industries in which FABREEKA has been 











used for many years for mounting heavy 








nest | equipment where the absorption of impact 





shock and the isolation of transmitted 
vibration is desired. By adjusting itself 
to slight inaccuracies of bearing surfaces, 
FABREEKA distributes the load properly, 
prevents chipping or breaking of concrete 
and prolongs the life of both machines 


and building. FABREEKA reduces noise, 











prevents structural fatigue, helps maintain 
alignment, eliminates grouting, and re- 
has . 
duces maintenance and breakdowns. 


FABREEKA is built to give years of service 


under the most severe operating conditions. 


WwW 


Write For Latest Engineering Data 





the TUMBLING BARRELS FABREEKA PRODUCTS COMPANY 


; ; IT PAYS INCORPORATED 


222B SUMMER STREET, BOSTON 10, MASSACHUSETTS 


"| TO SPECIFY FABREEKA NEW YORK CHICAGO DETROIT SPARTANBURG 
ae PHILADELPHIA PITTSBURGH OAKLAND 


ee 
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HAUSFELD 
FURNACES 


FOR ALL-OUT propuction 
IN NON-FERROUS FOUNDRIES 


Provide the 
Utmost in Speed 
Production 
and Safety 


* * 


FURNACES FOR 
BRASS © ALUMINUM e¢ MAGNESIUM 
AND ALL OTHER 
NON-FERROUS ALLOYS 


The Campbell-Hausfeld Co. 


300-320 MOORE ST. HARRISON, OHIO 


(Concluded from page 212) 
provided for all moving parts. Tix 
vibrator is positioned on the bed. The 
sum total of all techniques employed 
adds up to a figure all foundries lik 

a phenomenally low rate of cast 
ing rejects—less than 1 per cent. 

Chautauqua is proud of its found- 
ry personnel. This pride results f1 
the fact that both President Jo 
and Superintendent Lambrix 
World War II veterans and have 
abiding respect for the capabilities 
of GI Joe, from whose ranks ca 
practically every member of 
foundry crew. 


OBITUARY 


RNOLD LENZ, 64, vice president 
A General Motors Corp., Detroit, 
and general manager, Pontiac Moto: 
Division, Pontiac, Mich., died July 13 
in an automobile-train collision neat 


Lapeer, Mich. Mr. Lenz, a native of | 


Germany, came to the United States 


\s 7 


ARNOLD LENZ 


when he was 18 and attended New 
York State Normal School. Follow- 
ing work in Ohio foundries, in 1916 
he joined Buick Motor Co. foundry 
Flint, Mich., where he became assist 
ant superintendent. At Chevrolet 
Saginaw Gray Iron Foundry Division 
he developed its first conveyorized 
foundry. He became executive as 
sistant to Pontiac’s general manage! 
in 1947, and general manager in 1951 
becoming General Motors vice presi- 
dent later in the year. Mr. Lenz, who 
was a past director of the Americal 
Foundrymen’'s Society, received it 
J. H. Whiting Gold Medal in 1985 


Wallace T. Montague, vice presi- 
dent, Norton Co., Worcester, Mass 
died July 30. Mr. Montague was 4 
director of the Grinding Wheel In- 
stitute, and former board chairman 
of both the Grinding Wheel Manufac- 


(Continued on page 216) 
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simplicity 3°x 8 
ring-type crusher recovers 
about 400 tons of sana 
per day 






| or the use of 
just one Simplicity 3’ x 8’ 
Ring-Type Crusher, a leading 
automobile manufacturer real- 
izes savings of about 400 tons of sand daily in grey-iron foundry operations. 
In this installation, lumps of sand, especially those from cores that do not break 
up in shakeouts or screening, are fed to the Simplicity Crushing Screen instead of being 
hauled to the dump, as is the practice in many foundries. The recovered sand 
is returned by conveyor to sand storage and mulling equipment thus 
making appreciable savings in new sand requirements as well as eliminating | 
the cost of hauling away sand lumps. With a Simplicity, one unit does both crushing 
and screening. It gives positive crushing action and maximum production of 
grain-size sand. Simplicity Crushers are available with either one, two, or three 
sets of rings, depending on the lump size to be crushed. 
Simplicity Crushing Screens are in profitable operation today in foundries 
producing magnesium, aluminum, steel, malleable iron, and grey 
iron castings . . . why not put one to work in your foundry? 
A Simplicity sales engineer will be glad to give you the full story. Write us. 


103 
Sales representatives in all parts of 
the U.S. A. e e 
FOR CANADA: Canadian Bridge Engineer- 
"ng Company, Ltd., Walkerville, Ontario 
FOR EXPORT: Brown and Sites, 50 Church MARK REGISTERED 
tree’, New York 7, N. Y. 


ENGINEERING CO. ¢ DURAND, MICHIGAN 
Sey tember 1952 
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(Continued from page 214) 
turers’ Association and the Abras 
Grain Association. He began w 
for the Norton Co. 40 years ag 
the research laboratory, and joi 
the sales department in 1914. He 





made head of sales engineering 


1916. and assistant sales mana 


CLEAN 
MORE 
CASTINGS 
PER DAY! 












WALLACE T. MONTAGUE 


ucts Division until 1935, when 


Speen UP production in 
in your blast cleaning room 
with “Certified” Abrasives. 
“Certified” Samson Shot 
and Angular Grit are first 
choice in hundreds of foun- 
dries... give better, longer 
performance because 
they’re made extra-tough 
by a special automatically 
controlled hardening pro- 
cess. Specify “Certified” 
and start cleaning more 
castings per day. 


president and manager of busine 
planning and development in 1942 


* 


tired in 1945 as commissioner of 
National Foundry Association, 


All sizes graded to 
S.A.E. specifications 


Experienced Foundrymen say: 


“cutie 


ACCEPTED AND USED FOR OVER 55 YEARS 





ARTHUR E. McCLINTOCK 


(Concluded on page 218) 


216 FOUNDRY 


he 


and development. He was made vii 


Arthur E. MeClintock, 77, who 1 


cago, died July 18, in Oak Park, Ul 


Abrasive Division in 1919. In 1922 
he was made assistant sales manager, 
Grinding Machine Division, and sales 
manager a year following. From 
1929 to 1932 he was assistant sales 
manager of the company, and then 
was director of sales, Abrasive Prod- 


was made manager, sales planning 
t 


Mr. McClintock was graduated from 
Albion College in 1898, when he joined 
the National Foundry Association In 


ida SHOT AND GRIT C0., Boston, Mass. Detroit, shortly after it was ona 


ized. In 1906 he established a branch 
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SIMPLIFY EVERY BELT CONVEYOR 
AND BELT-BUCKET ELEVATOR 
INSTALLATION 


IT’S COMPLETELY DIFFERENT FROM 
CONVENTIONAL CONVEYOR ORIVES 






WHat ‘a Watrisea 


HEAD PULLEY IS 


THIS is a revolutionary departure from the conventional 
types of conveyor drives. A motorized head pulley is a 
fabricated steel pulley with everything ...electric motor, 
reduction gears and all moving parts . . . contained 
inside the drum! It’s simply a new application of the 
long-proven gear reduction drive, and because of its 
simplicity, it’s the answer to the maintenance man’s 
prayer. 70% to 90% of conveyor down time is saved by 
eliminating all countershafts, speed reducers, sprockets, 
chains, Universal shaft drive and other parts necessary 
with conventional pulley drives. Motorized Head Pulleys 
are simple to install and flexible in use, completely 
interchangeable and adaptable to all types of belt and 
belt-bucket conveyor installations. By means of a simple 
adapter, a single pulley can be utilized in any of several 
belt locations, operating various widths of belt, or 
changing from larger or smaller horsepower. Pulley 
sizes range from 5 to 30 HP and are available in various 
widths. A Motorized Head Pulley is safe, because there 
are no sprockets, chains, jack-shafts, V-belts, etc. to en- 
danger personnel. It’s compact...requires no more room 
than a conventional pulley. Complete protection from 
weather, grit and dirt also reduces maintenance. Ceda- 
rapids Schrock Motorized Head Pulleys have been job- 
tested for many years under severest working conditions. 


IOWA 
MANUFACTURING CO. 


Cedar Rapids, lowa, U.S.A. 


Everything is contained INSIDE the pulley! 


3 
ELIMINATES ALL MAINTENANCE ON 
SPROCKETS, CHAINS, JACK-SHAFTS, 


V-BELTS, ETC. 


U.S. Put. No. 
3548399 
Others Pending 


HOW IT WORKS 


The pulley shell rotates about the electric motor, which is 
held stationary by means of a torque arm attached to the 
conveyor frame. The speed of the shell depends upon the 
combined reduction ratio of the various pinions and gears 
contained within the pulley shell. This reduction starts with 
a primary pinion mounted on the motor shaft and ends in 
the ring gear attached to the shell. The shell in turn then 
drives the conveyor belt. Leads to the motor enter the head 
pulley through a hollow conduit passing through the drum 
end bell and bearing. A simple oil bath gear compartment 
provides a lubricating bath for the reduction gears and front 
motor bearing. Motor and head pulley are cooled and ven- 
tilated by holes in the drum. 


GET COMPLETE DETAILS TODAY 


Find out all the advantages of converting your conveyor 
installations to motorized efficiency before you need head 
pulley replacements. One internationally known company 
has 50 Motorized Head Pulleys installed on widespread 
conveyor operations, and plans more for every installation 
that requires replacement. Get complete details about every 
feature. See your distributor today, or write direct to lowa 
Manufacturing Company. 


Western Sales: 


YUBA 
VNU TATU Ui (cam oon 


351 eelitielgilic he Linda hildhicce: MSs 
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RIGHT 
for YOU 
because we use the 
RIGHT 
COAL 


to make 
New England 


FOUNDRY 
COKE 


Continuous research is necessary 











to meet the changing requirements 


of modern industry. 


Our new coal 
research laboratory 


is typical of the modern facilities 
and resources now available to us 
to help produce a high quality New 
England Foundry Coke which will 


satisfy your exacting demands. 










ayy 
ENGIAND 
COKE 






NEW ENGLAND COKE 


COMPANY 
Subsidiary of 


Eastern Gas & Fuel Associates 


250 Stuart St., Boston 16, Mass. 
HUbbard 2-8400 


(Concluded from page 216) 
office in Chicago and served as 4as- 
sistant commissioner until 1910 when 


elected to the chief staff 


in the organization. 


he was 
position 


* Ba * 
William L. Lewis, 68, president, 
Chicago Pneumatic Tool Co., New 


York, died June 28. Mr. Lewis was 
born in Wales and came to America 
in his childhood. He worked first for 
a Bridgeport, O., lumber company and 
joined Bethlehem Steel Co. where he 
later became assistant controller. In 
1930 he was elected vice president- 
secretary-treasurer of Chicago Pneu- 
matic and became president in 1946. 
* * * 

Charles F. Hutchins, 81, president 
and one of the founders of Standard 
Foundry Co., Worcester, Mass., died 
July 23. Mr. 
Crompton & Knowles loom works be- 
fore founding Standard Foundry. 

* * * 

Edward F. Voss, 60, vice president, 
Foundry & Machine Co., 
Davenport, Ia., died July 31 after an 
illness. He formerly 


sales 


3lackhawk 
extended was 
vice president and manager of 
Voss Bros, Mfg. Co., Davenport, Ia. 
Ingwald M. Larson, 67, secretary, 
Claud S. Gordon Co., foundry prod- 
uct suppliers, died July 9, while va- 


cationing in Wisconsin. Mr. Larson 
had been associated with the com- 


pany for over 25 years. 


John Schneider, 48, Cleveland Elec- 
tric Hluminating Co., Cleveland, died 
there July 7. He was active in the 
American Foundrymen’s Society and 
a past director of the Northeastern 
Ohio Chapter. 


George J. Kienzle, 76, retired secre- 
tary-treasurer, Fulton Iron Works 
Co:;. st. died June 26. Mr. 
Kienzle retired in 1951 after 40 years 


Louis, 


of association with the company. 
Edwin Borleske Sr., 50, foreman of 
No. 1 foundry of Allis-Chalmers Mfg. 
Co., Milwaukee, died in July. He had 
been employed by Allis-Chalmers for 


30 years. 


Charles Smith Beard, 65, founder 
ind owner of Beard Foundry & Ma- 
chine Works. Arkansas City, Kans., 
died in July. 

Ralph 6B. Jones, 56, sales service 


manager, Osborn Mfg. Co., Cleveland, 


cied July 6. 


Kenneth L. Green Jr., 43, 
Co: St. 


president, 
Foundry Louis, died 


April 28 of heart disease. 


Green 


Hutchins worked for 
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EFFICIENT 
CANNON VIBRATORS 
SPEED MATERIAL 
FLOW... 


@ Process materials flow freely 
when you use Cannon pneumatic 
vibrators. They keep stubborn, 
sticky materials on the move, elim- 
inate arching and plugging. Pat- 
ented Quiet-Type design assures 
semi-noiseless operation, results in 
trouble-free service. 

For a new high in vibrator 
efficiency and economy try a new 
Quiet-Type vibrator. Available in 
a wide range of styles and sizes, 
they are guaranteed for continuous 
or intermittent operation at any air 
pressure. If you will outline your 
requirements, we will recommend 
the Cannon vibrator that will give 
you top efficiency for your needs. 





@ CHUTES 
@ BINS 
@ HOPPERS 


@ MOLDING 
MACHINES 


@ MATCH PLATES 
@ SHAKE-OUTS 





STYLE “EM” 
Piston Diameters: 11/4” to 5” 
Vibrator Weights: 12 Ibs. to 180 Ibs. 


STYLE “A” 
Piston Diameters: 3/g” to 2” 
Vibrator Weights: 1 Ib. to 11/2 Ibs. 





STYLE “B” 
Piston Diameters: 1” to 2’ 
Vibrator Weights: 41/2 lbs. to 25 Ibs. 





VIBRATOR COMPANY 


1111 POWER AVE., CLEVELAND 14, OHIO 


FOUNDRY 
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Check these Properties 





™ Wim F /esems mconroRaTED 
? 


Get this New Bulletin 350 
Complete data and specifications on 
Almag 35 Aluminum Casting Alloy. 



















MILITARY SPECIFICATIONS: 
MIL-A-10935-6-7 (QQ-M-15]1) 


Casting Alloy 





33,000 to 44,000 p.s.i. Tensile 
Strength As-Cast 


Elongation 11 - 15% in 2” As-Cast 


Greatest Stable Shock Resistance of 
any Aluminum Alloy 


Dimensionally Stable As-Cast 


Requires No Heat-Treatment 


Here’s an alloy which immediately answers your 
casting and design problems of high tensile 
strength, ductility and shock resistance — of 
dimensional stability and free machining. 


Almag 35 combines all of these properties in- 
stantly, as-cast — with no heat treatment re- 
quired and properties constant for the life of 
the casting. 


Specify Almag 35 on your requirements and save 
heat-treating operations, costs, possible inherent 
fatigue failure and warpage. 


WILLIAM F. JOBBINS INCORPORATED ag 





. e 
Band-Sawing Castings 
(Concluded from page 113) 
lependable precautionary measure 
Copper Brass Alloy Castings Very 
few of these materials are cut at 
speeds exceeding 400 fpm, Hardness 
and sawability vary with the analysis 
of the alloy. As hardness increases, 
the velocity must be decreased; but 
the decrease is not necessarily pro- 
portional to increased hardness In 
short, as the alloy becomes more com- 
plex because of such elements that 
strength and 


give it added tensile 


shock resistance, saw velocity must 
be decreased to meet these condi- 
tions. 

Lubricants are recommended when 
chips show a tendency to weld to the 
saw teeth, especially when one is cut- 
ting high-silicon and high-manganes¢ 
risers. Feeding 


bronze gates and 


pressures vary with hardness and 
work height; a feeding pressure of 25 
lb generally applies to a 1-in. thick- 
ness. As the material shows resist- 
ance to tooth penetration, work pres- 
sure must be increased, or the teetn 


will have a tendency to glaze ovet 





‘OUT OF THIS WORLD FOR WEAR! 





LASTS LONGER...DRAWS CLEANER...SAVES TIME . 


Maintains its hard, smooth, 
tough, wear-resistant surface 
under al! foundry conditions. 
Patterns drow clean with no 
damage to molds. 


WHAT PARACOAT IS 

Paracoat is a unique pattern coating con- 
taining rubber and other special modern 
chemicals carefully compounded in fast- 


drying solvent known as Parasolv. Rep- 


% Resists sand wear because of 
its rubber content. Users re- 
port 10 to 50 times the life of 
shellac and other finishes. 


¥ Does not become sticky or tacky 
even when hot damp molding 
sand is rammed around Para- 
coated patterns. 


resents many years of practical experi- 
ence, 
ideal pattern coating. 


research, and effort to build the 


ao 


rA R A COUAT VOES 


Paracoat gives an ideal protective coat- 
ing to wood, plaster, and metal patterns 
and core boxes. 


Because of its unusual 


characteristics, it is used for many other 


Finger dries in about 15 minutes 
—2 coats in 30 minutes. 


Requires no change in regular 
practice. Easily applied by 
brush, spraygun, or dipping. 


Can be applied to new, old, or 
repaired wood patterns. Does 
not raise the grain. 


purposes in pattern, model, and wood- 
working shops. 
nary varnishes, lacquers and paints, it 
gives added protection from moisture, 
acids, alkalis, corrosive gases, etc. 


Taking the place of ordi- 


Paracoat gives better results at less cost. 


Eliminates warping of patterns 
a preventing absorption or loss 
of moisture. 


Allows patterns to be stored in 
open sheds without danger of 
mildew, mold, or warping 


Thousands of wood and metal shops here 
and abroad increase their profits with 
Paracoat. 


WRITE DEPT. F7 FOR LITERATURE 


Also ask about PARASPRAY, the modern core and 
mold 


surface conditioner, and BONISPRAY, the 


permanent mold and die dressing. 








9O() 
ParA 





Paes, ~ ‘rors iia dat! Sorell 


4914 Bethesda Ave., Bethesda, Maryland 


Phone: OLiver 1022 


With the applicatio 
the proper saw control factor, 


the surface. 
formation on nonferrous mater: !s 
should not be different from \w 
one is cutting steel. Flaked ¢!} 
usually denote too fast a velocity 
The only castings in the categ 
of materials herewith concerned 
can be cut at rather high speeds «> 
those which contain much coppe: 
are entirely free of manganese, 
Most beryllium « 
per or 90-10 brass gates and risers 


con and nickel. 


Which are no thicker than 1 in. 

cut efficiently at 2000 fpm with a 
in., four pitch buttress band. ( 
sections under 15 in., either a six 

a ten pitch standard band should be 
used, with ten pitch applying to a 
thickness under 4-in. Above veloc- 
ity is very exceptional and must bh: 
dropped substantially with any 
crease in thickness. 

Cartridge brass and bronze having 
high lead and tin contents will cut 
very well at a velocity of 1000 fpm, 
preferably with a standard band of 
pitch to suit. For the records, it 
should be mentioned that a 2000- 
fpm velocity exceeds the maximum 
of the low-speed range by only 500 
fpm. A velocity of 1000 fpm is ob- 
viously high when one is speaking 
of low-speed sawing, and from here 
on velocities drop to 400 fpm and as 
low as 100 fpm for cutting thick sec- 
tions of high-silicon bronze. 

The following types of materials 
are usually cut dry: Copper 99.9. 
low brass, red brass, spring brass 
aluminum brass, manganese bronzt 
(1% Ni-1% Si), brass 70-30, cart- 
ridge brass, leaded brass, naval brass 
beryllium copper, low-silicon bronz 
(1% Si). 

If and when some form of lubrica- 
tion is desired, either the drip method 
at the rate of 60 drops of cutting oil 
per minute, or the spray system with 
the correct proportion of soluble oi 
and water, can be applied. Spray lu 
brication is most economical in the 
long run even if high in soluble oil 
A quart of the mixture will last fo! 
about three hours when sprayed di- 
rectly at the point of saw-work « 
tact under a 40-lb pressure. 


Research at Battelle 


Battelle Memorial Institute, 505 
King Ave., Columbus 1, O., has pub- 
lished a booklet, “Battelle 
Economics,” which 


Zesearch 
in Engineering 

outlines services available to various 
branches of industry. How the instl- 
tute aids management planning, scope 
of its engineering economic activitirs 
and how it serves industry, are 
cluded in the brochure. 


FOUND?Y 

































A Radically Different 


2400 lbs. per charge 
CUPOLA CHARGER 22 trips per hour 






























Every 3-minute period 
a 2400 Ib. charge is 
delivered from the 
charging floor to any 
of 4 cupolas with this 
Tramrail charger. 


Buckets on floor far 
below Tramrail System 
can be hooked or 
unhooked by means of 
the special hook by 
the cab operator alone. 


Cc 


One charging carrier 
operating on this 
Tramrail track and 
switch system serves 
the 4 cupolas which 
are operated in pairs 
on alternate days. 


















He is a tried and proven Cleveland Tramrail cupola 
charger that is different from others in that the cab B 
operator alone can hook and unhook charge buckets by 
means of a special hook without leaving the cab and 
without assistance of floor men. 
A bucket is hoisted from the charging floor, far below, 
and delivered to anyone of four cupolas. When lowered 
into a cupola, the materials drop out as the cone-shaped 
bottom separates from the bucket shell. The Tramrail opera- 
tor then returns the empty bucket to the charge floor. 
This highly efficient cupola charger has been in success- 
ful operation in a prominent mid-western foundry since 
1940. Iron is melted continuously 20 hours per day. 





BUCKETS ON 
CHARGING 
FLOOR —» 


CUPOLAS 







GET THIS BOOK! 
BOOKLET No. 2008, Packed with CLEVELAND TRAMRAIL DIVISION 


valuable information. Profusely 


illustrated. Write for free copy YWE CLEVELAND CRANE & ENGINEERING CoO. 
3839 East 286th St., Wickliffe, Ohio. 


. CLEVELAND | 


=) OVERHEAD MATERIALS HANDLING EQU 
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FOR SURE RESULTS IN MAKING A CASTING, USE - 





PENOLYN COR 


For Maximum Foundry Efficiency ...be sure to specify 
Penolyn Core Oil. There is a grade of Penolyn for every type 
of casting, to meet the most exacting requirements of every 


conceivable Foundry and Core Room Practice. 


Penolyn Core Oil offers these 10 Important Features for full efficiency — 


® Uniformity 

@ Concentrated form 
@ No obnoxious odor 
@ No seepage 


@ No crusting of green mix 


PENOLA Ol! 


s & 


NEW YORK ° 


DETROIT 


ss 


@ Clean working 

@ Wide temperature baking range 
@ Polymerized formulation 

@ Minimum gas 

@ Ample collapsibility 


COMPANY 


° CHICAGO e ST. LOUIS 
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FOR EXPERT TECHNICAL ASSISTANCE — be 

sure to call the nearest Penola Office for any sta 
technical data or assistance you may need 

regarding your casting operations. ! 
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turned to place. 
the inside body of sand and the out- 





How to Make a Mold 


For a Pulley Casting 


By PAT DWYER, Engineering Editor, FOUNDRY 


[x foundries specializing in power 

transmission machinery, gray iron 
pulleys are made in_ considerable 
quantities. Necessary equipment is 
provided, and the molders do not 
need to decide how they are going 
to handle the job. Through repeti- 
tion the work is standardized and be- 
comes routine in character. However, 
these conditions do not obtain in the 
ordinary jobbing shop where a pulley 
is made only occasionally. 

If the face of a pulley is compara- 
tively narrow compared with the 
wheel diameter, the best production 
method probably is to build up a ring 
pattern and turn it to the required 
size. Under certain conditions it may 
be advisable to make a full set of 
arms and hubs, but usually it is more 
economical and convenient to make a 
half-arm corebox and make the arms 
in dry sand cores to be set inside 
the ring pattern as in Fig. 1. If 
the face of a pulley is unusually 
wide, the jobbing foundryman dis- 
penses with a ring pattern. He em- 
ploys two sweeps and a corebox (Fig. 
3) to make the mold. 

The most extreme care and accur- 
acy must be observed in setting the 
sweeps and cores and in assembling 
the mold so that the resulting cast- 
ing will balance and run true when 
in service. Many wheels run at great 
peripheral speed. The least deviation 
in balance will result in rupture, 

Either one of two methods may be 
adopted to form the mold. If no 
suitable flask is available, the entire 
mold may be made in a pit in the 
floor by providing a circular lifting 
plate (Fig. 4) on which to build the 


core or body of sand forming the in- 
side of the mold. This part of the 


old is lifted out and set to one side 
while the exterior part of the mold is 
ing formed. Afterward it is re- 
The space between 


le face of the mold constitutes the 
1d for the wheel rim. 
In the second method, the body of 
nd forming the inside of the wheel 
not disturbed. It is allowed to 
and on the drag or on the floor. 
flask equipped in a suitable man- 
r with some form of lifting device 
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(Fig. 5) is employed to cheek-off the 
outside of the mold. After the mold 
is finished, the cheek is returned to 
place and either weighted or clamped 
to hold it in place when the mold is 
filled with metal. Principal reasons 
for parting the mold, by removing 
either the cheek or the core tem- 
porarily, are to permit application 
of wet or dry blacking to the faces 
and to permit skin drying inside and 
outside faces of the mold in case 
wet blacking is used. 


The following sequence covers 
briefly the molding of a 63-in.-diam 
pulley having a 3-ft face and two 
set of arms. Instead of the usual 
oval H or T section, the arms are 
flat, 2 in. thick, 644 in, wide at the 
hub and 5% in. wide at the rim. 
Each hub—17 in. diam, 11 in. high— 
is split on a diametrical line. Bolt 
holes through the splitting lugs on 
the hubs were formed by dry sand 
cores. Since the pulley was designed 























Fig. 1 (top)—Dry sand cores for arms 

are set inside ring pattern. Fig. 2 

(center)—Cores made in the corebox 

shown at Fig. 3 (bottom) are set in 
this swept-up mold 






for a V-drive belt, the rim was cast 
2 in. thick. Twenty-one grooves later 
were machined on the face, as shown 
in the accompanying illustration of 
the casting on the boring mill. 


Under certain conditions a loam 
mold would be the most satisfactory 
for this type of casting. If a num- 
ber of castings were on order, the 
outside wall would serve for several 
castings, thus representing consider- 
able saving in time. This is particu- 
larly true where the shop has loam 
molding facilities. Im some cases 
the only molder in the shop accus- 
tomed to the use of sweeps is a loam 
molder. He is allowed to make the 
easting in the manner with which he 
is familiar. A casting made in a 
loam mold is insured against distor- 
tion, cold shuts, blow holes and other 
forms of defects incident to castings 
made in sand molds. For that rea- 
son a man may be inclined to adopt 
that method. 


However, perfectly satisfactory 
castings can be made in properly 
prepared sand molds. Since the 
method of sweeping and assembling 
the mold is always the same, irres- 
pective of the material employed, we 
shall assume for the purpose of illus- 
tration that the mold is made in 
sand and skin dried. 


Every jobbing foundry capable of 
handling medium and heavy castings 
is provided with a spindle, spindle 
seat and arms. In this instance the 
only pattern equipment required will 
be two sweeps, one-half a corebox 
to form the arms, and one corebox 
to form the hub above and below the 
arms, Two arms in the upper hub 
and two arms in the lower hub are 
plain. Right and left loose pieces 
in the hub end of the corebox form 
the hub extensions that hold the 
splitting cores and the bolt cores. 
Usually a stock corebox is available 
to form the center core, If the hub 
is to be split, it will be necessary to 
provide a corebox and core prints 
for that purpose. Small right and 
left blocks form openings in the 
arm cores for passage of the lifting 


hooks. 


In the mold the top of the rim may 








be either open or covered. Long-es- fit almost any circle The cores 


tablished practice favors the open may be held down with small weights, 
top. An attendant armed with a long by a crcular plate or by a cope 
,-In. steel rod watches the rising rammed full of sand. 
netal and dislodges any little lumps Where for want of a flask or for 
of dirt that tend to form and stick any other reason the mold is mad 
to the wall of the mold or the cor in a pit in the floor, a level bed 
specially at the point wher hi is swept on the bottom of the pit 
arms join the rim and on this bed the lifting plat 
Wher or any ason it is de- is rapped down firmly. The follow- 
sirable to cover the rim, flat seg- ing description applies when the in- 
it cores may be employed. Con side part of the mold, with the arm 
vex and concave ids on this typ cores and hub cores in place, is built 
re nd t universal in appl up first, then lifted out and set up 
ation. Cores from one corebox will on a vacant place on the floor while 


There’s Always A 
‘Plentiful Supply of the 
World’s Finest Cupola Refractory ! 


Complete stocks of Buckeye Silica Firestone await 
your order. A whole quarry-full .. and then some.. 
guarantees adequate supply always! Best of all, this 
natural stone offers quality everytime there's no 
manufacturing guesswork—nature did_ this job! 


Buckeye’s adaptability to any cupola lining prob- 
lem, its lasting quality, resistence to heat, and ease 
of handling make it the finest refractory you can 
use for economical operation. Hundreds of foun- j 
drymen, experienced in its use, recommend it. 


Your cupola lining problems can quickly be solved 
with Buckeye. Write us for any needed engineering 
service 


THE CLEVELAND QUARRIES CO. 
1740 E. Twelfth St. CLEVELAND 14, OHIO 


~ BUCKEYE ,. 


“FOR THAT EXTRA SERVICE” 


SILICA FIRESTONE 








the molder readjusts the sweepin 
apparatus and builds the outside 

the mold. The aiternative method 

which the outs.de is built first a 
lifted out of the pit while the mold: 
is building the inside of the mol 
Will be described later. 

Sand is rammed over the remaind 
of the bed and swept off flush wit 
the upper surface of the plate. Mea 
uring up from the plate, one plac 
suitable marks on the spindle to it 
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Fig. 4—Short or long lifters may be 
attached to lifting plate 


dicate the position of cach lower 
half-hub core Since two. sets 

arms are equally spaced in a dis 
tance of 36 in., it is apparent that 
the center line of the first set o 
arms will be at a point 9 in. abov 


the bottom. The center of the toy 
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Fig. 5—Devices for cheeking off 


set will be 9 in. from the top, wit 
a distance of 18 in, between ce? 
ters of the two sets In arranging 
a bed on which to set the arm core 
one must take the thickness of th 
cores into consideration. If we as 
sume that the half core is 4 il 
thick, the body of sand destined t 
form the inside of the mold will b 


(Continued on page 226) 
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LETS KICK IT AROUND 


By TOM BARLOW 


specify the sand they buy to add to the system, but 
they don’t all ask the core room foreman what he is 
using. You wonder why they should? Because--THE 
CORE ROGM FOREMAN CONTROLS THE MOLD- 
ING SAND!!! 


You don't believe that? ... I can prove it! 


For years, we have known that the principal control 
of molding sand was screen distribution. (Believe it 
or not, the four-screen sand is not a recent invention. 
It’s been recommended for 20 years). Now listen. 
The core room man has many mixes. He buys sand 
to give maximum permeability and minimum oil con- 
sumption. He blends two, three or four sands in 
many proportions to meet his needs. Every day his 
consumption of each type of sand may change. Most 
of that sand eventually shakes out into your molding 
system. Therefore, the core room is your principal 
sand supplier! What is he shipping to you? 





That fishy, fishy in the bubbling brook 
Here’s how to catch him with your baited hook, 
And why, if sand for cores must perfect be, 
Your canny core room foreman is the man to see. Is it three-screen, four-screen or 
Ignominious Is it a neaked curve, a double-peak or triple-peak 
sand? What percentage of 30- and 40-mesh does it 


five-screen sand” 


\ithough sand hasn't much to do with fish, foundry contain? Is it possible to make smooth castings from 
practice frequently reminds me of fishing. Maybe such a sand—-and if so. how? 
th 


hat’s because everything reminds me of fishing. Any- 

way as ‘ s nis a ar - = o " " ’ ys sc 

noth ake pote ee If the core sand contains a lot of 30- and 40-mesh, 
4 s Suc pacKage 

! philosophy and wisdom, a valuable hint on how 

to catch a wall-eyed pike. (Sometimes known as 

Susquehanna salmon, jack salmon, pike perch or 


vou will not make maximum finish on your castings 


If vou “buy” a three-screen coarse sand from the 
mplyv wall eyes. core room, use a clay like Revivo, with high cushion. 
high volume and low permeability. (Keep a little wood 
When fishing in Burt Lake, Michigan, I inquired as flour or cereal on hand, too. ) 

‘to the best lure for walleyes. Most experts agreed 
na black and orange trolling flat-fish (T-4, I believe). If you are getting a five-screen sand, use Black Hills 


or Dixie Bond and look out for high water 


‘tried it for three days and caught a few, but every Bentonite 
me around me caught more. Finally, I snooped or excess cushion materials. 
iround and found one of the other fishermen hang- 
huge gob of night crawler 
g it crawlers on each of > res “ ” 

treble hooks Th t ; the rear If you are getting a ‘“double-lump” sand, you are in 
GAs Shs at, son, was the secret. Fr 7 i 

= t. From real trouble. You must either talk the core room 

n on, I did much better. . . i ill fi 
into changing or you must add a sand which will fill 


moral of the story is: that sometimes: when-vou in the missing screens and make a smooth curve. 

a simple question, you get a simple answer. If 

don’t watch for those important little details. Both the core room and sand man must recognize 

may miss the boat (or fish). the need for cooperative control of sand distribution 

Or, to get back to fishing, the core room foreman 1s 

sand practice, also, those “minor’ details make picking the lure, so be darn sure you add the proper 
the difference. For example, foundry men usually “live bait’. Then you'll both eat better. 


EASTERN CLAY PRODUCTS DEPARTMENT 


International Minerals & Chemical Corporation 
20 NORTH WACKER DRIVE CHICAGO 6, JIT. 
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For 10 CFM or 100,000 CFM 
.--compare blower values 





Typical low-capacity R-C Rotary “/ Pr, SSis 

Positive Blower. Sizes range fas, ved Te x fan 

from 5 cfm to 50,000 cfm, ~ stom Otio 

permitting selection closely r SOtisfg : Maker 
matched to needs. Ction 


No need to take chances when buying blowers, exhausters or gas pumps. 
Just put this “detector test” to work on your specific problem and you'll 
arrive at the most satisfactory answer. 

. For instance, if you're debating between Rotary Positives and Centrif- 
ugals, remember that only Roots-Connersville builds both—the ex- 
elusive dual-ability line that permits unbiased recommendations. Their 
wide range of capacities supplies sizes and types that are quite likely to 
be most closely matched to your needs. 

For economy of operation, reliability and low maintenance, we refer 
vou to a list of users that dates back almost a century. If you'll rate your 
possible choices on a performance basis, you'll usually find R-C equip- 
ment “tops” on the list. 

lo help you make the most profitable, practical decision, our experi- 


ence is at vour service. 


ROOTS-CONNERSVILLE BLOWER CORPORATION 


525 Madison Avenue. Connersville. Indiana 





Six R-C Multi-Stage Cen- 
trifugal Blowers equipped 
with automatic regulators 
to provide extremely wide 
range of operation § at 
various pressures and ca- 
pacities. 








A DIVISION OF DRESSER INDUSTRIES, INC. 















(Continued from page 224) 

rammed and swept off at a height 
5 in. The lower half of the bott 
hub core and the first set of a 
cores are adjusted true and level. 

The sand then is rammed to a 
height of 23 in, from the bott 
At this point the lower half of t 
upper hub core and the upper set 
arm cores are placed in position. 
Sand then is rammed to the desired 
height. The inside sweep is at 
tached to the spindle arm, and 
face of the core is trimmed to 
correct shape. Spindle and sweep 
are removed. The crane is hooked 
on by three chains terminating 
turnbuckles to the three hooks which 
extend to the bottom plate. Th 
entire body of sand is lifted out ot 
the pit, set up on blocks, black- 
washed and skin dried. 

A large bottom board or several 
shorter boards are laid on the sand 
surface recently covered by the lift- 





Fig. 6—Machining the face of a 63-in. 
diam V-belt drive pulley 


ing plate. The molder stands on the 
boards while sweeping the outside 
wall of the mold. A temporary ring 
or miscellaneous barricade conform- 
ing approximately to the diamete. 
of the wheel is adjusted in place, and 
sand in successive courses is rammed 
between the ring and the wall of the 
pit. The ring or barricade is re- | 
moved, the outside sweep is attached | 
to the spindle and the superfluous 
sand is removed. Spindle and swee} 
are removed for the last time, and 
the outside face of the mold is black- 
washed and skin dried in any con- | 
venient manner, by a small coke bas- 
ket, a wood or charcoal] fire, a gas 
or oil burner, or a torch. The mold 
then is assembled and closed. 
When the mold is covered bs 

plate or cope, the weights are 


(Concluded on page 228) 
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ma) < IT’S FANNER for CHAPLETS 


Ml FANNER GROOVESTEM CHAPLET 


developed 





< is the finest chaplet ever 


| Plus 
x: yt t tus 
z ate exc THESE ADDED 
-- = STANDARD FEATURES 


FEATHEREDGE FUSION RINGS oo. © FULL STRENGTH 


Reinforced construction of 












Knife-like edges on the multiple rings 
~heat instantaneously to fusion temper- 
chaplet 
into casting and étiminating leakers. 


ature sealing 


completely 


COMPLETE CONTACT 


Molten metal rolls up solidly against 


the rounded bases of the radius 


grooves. Greater chaplet area con- 
tact results in maximum fusion. No 
sharp angles to trap gases or weaken 
stem strength. 


-— 





all required points pro- 
vides maximum support 
without use of extra heavy 
metal. 


TIN OR COP- 
PER COATED 


Either is a sure protection 
against rust, and actually 
aids fusion. Each readily 
alloys with iron or steel, 
thus improving fusion. 


— 
& COUNTERSUNK SHOULDERS PRECISION 
the Heavy, tapered shoulders provide | TOLERANCES 
id solid support to plates — allow full 6) 
ing contact with molten metal. No sharp Held to +.002 on mest 
I sizes, Fanner reputction 








angles to create voids usually formec 
under heads of ordinary chaplets. 





for accuracy is unequalled. 


HERE IS WHY THESE FEATURES MEAN BETTER CASTINGS FOR YOU! 
1. -Pesured core support 3. Freedom from leakerw 


2. Wlarimam prscou 


~ FANNER MFG. CO., CLEVELAND 9, OHIO 





4. -eceurate wall thicknesses 


ia Caneda: CANADIAN FANNER, LTD., Hemilton, Ont., Coneda 
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We manufacture a complete line of all types and sizes of 
Foundry Chaplets, and all kinds of wire and metal for- 
mations for your foundry use. If we don't already make 
what YOU need, we'll design and develop just the 
CHAPLET to suit your requirements. Your inquiries and 
specifications are invited . .. . for quick service, write 
for working samples. As a few of our specialties: 


CRESCENT FUSETITE CHAPLETS ARE MADE ACCURATE 
OF PROPER ANALYSIS MATERIALS FOR THE FUSING-IN 


PROCESS. 


Being the Originators and Manufacturers of Radiator, 
Shoulder, Double Head and Motor Chaplets, Your Found- 
ry benefits by our Chaplet Manufacturing experience 
since 1889 for the leading Steve, Radiator, Boiler and 
Motor Foundries. 


We carry thousands of different types and sizes in stock 
for quick delivery, and have the facilities to make up 
special sizes promptly. 


WRITE FOR SAMPLES AND PRICE LIST. 
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RADIATOR CHAPLETS 
SHOULDER CHAPLETS 
BOILER CHAPLETS 
DOUBLE HEAD CHAPLETS 
MOTOR CHAPLETS 


(Regular or Extended stems) 


TIN TUBES 


(Plain or Perforated) 


FOUNDRY NAILS 
(Plain, Nicked or Barbed) 


SKIM GATES 

CORE WIRES 

CORE PLATES and SHIMS | 
TAPER DRIVE PLUGS 


. & *¢ bd > © te & & 
Pp Bh ; aR 3 g ; 
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5766 TRUMBULL AVE. 





(Concluded from page 226) 
plied in the usual manner. If 
mold is poured open, it is necessa 
to bed a plate on top of the 
terior part of the mold, preferat 
before it is swept to shape. Af! 
the mold is closed, long binder b: 
or rails are placed in position 
top. The weights are placed on t 
binders, and the plate is wedg 
down from the binders. In addit 
to this precaution, it is customa 
on large wheels to clamp the a 
core halves together to prevent th: 
from straining apart under pouring 
pressure. 

In the second and usually p. 
ferred method, the outside of t} 
mold is formed first and lifted o 
of the way, and the inside part 
the mold containing the arms a) 
hubs is built on the drag, or botto 
of the pit. 

(To be concluded nexrt month) 


NFA To Hold Annual 
Meeting in Chicago 


The fifty-fourth annual meeting | 
the National Foundry Association w?!) 
be held at the Edgewater Bea 
Hotel, Chicago, Sept. 18-19. The pro- 
gram will feature discussions of safe- 
ty, economics, government, labor re- 
lations, and finance. A_ labor-man- 
agement panel discussion is included 
The report of activities of the organ- 
ization will be presented by A. V 
Martens, Pekin Foundry & Mfg. © 
Pekin, [ll., and president of NFA 

The meeting of the Administrativ: 
Council will be held at 10 a.m. an 
the Alumni Dinner at 7 p.m. on Wed- 
nesday, Sept. 17. 

The tentative program is as fol- 


lows: 


Thursday, Sept. 18 
Morning session: 
Report of President, A. V. Martens 
Safety William N Davis, director 


ind Hygiene program American Foun 
men’s Society 

Economics George VW Mitchel 
president ind chief economist Federa 


i ) 
erve Bank of Chicag 


Luncheon: 
Government Hor Jo-eph Mec 
Senator from Wisconsir 





Afternoon session: 


Labor Relations James J. Reynolds 
dent United States Pipe & F 
ler member of the Nationa Labor R 
ns Board, 1946-51 I 
Finance Pt Hanna finane : 
Chicago Daily News i 
I 
Friday, Sept. 19 | 
Morning session: 
Labor-Management Panel TD iscussior ( 
us-1o0r ff critica ssues currently) La] 
met at the bargaining table Pane nbe 
Clinton S. Golden, former vice president, 1 
ed Steelworkers of America (CIO) ibor repre 
sentative W H Story vice president 
genera! counsel, Allis-Chalmers Mfg, Co 
igement representative 
Luncheon: 
Key to Peace Clarence Manio1 
dean of the University of Notre Dame 
Sch 
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|SUTTE 


NOW SHELL MOLDING ECONOMIES 


ON SHORT RUN PRODUCTION, TOO! 





























AUTOMATIC sett MoLDING MACHINES 


SEND FOR BULLETIN §S 


illustrated bulletin gives complete informa- 


fon on operation and construction of Sutter 
ell Molding Machines. 


Send for yours today. 
re is no charge or obligation. 





tember 1952 





Reduced labor costs, better molds, better surface finish and closer tolerances 
on castings, are but a few of the advantages inherent in the shell molding 
process. Now those advantages can be had by foundries not running long 
run production! Sutter Automatic Shell Molding Machines make this possible. 
These versatile machines are equipped with standard pattern adaptors. Thus, 
patterns for a number of jobs can be designed to fit the machine and can 
be changed over in a matter of minutes. Adjustable coating and curing cams 
permit easy adjustment of the coating and curing cycles to fit any variety of molds. 
To keep set-up time to a minimum, it is recommended that each mold be pro- 
duced in advance of requirements and stored. Since the molds do not de- 
teriorate appreciably, mold storage presents no problem and permits longer 
runs on your shell molding machine. 

Investigate the cost-cutting possibilities of Sutter Shell Molding Machines for 
your foundry. Built in two standard sizes, they will accommodate 95% of 
the applications for shell molding without special engineering or costly special 
construction, 


PRODUCTS COMPANY | 


2005 WESTWOOD AVENUE . 


DEARBORN, MICH. 





Industry 


BRIEFS 


PPrerrereerereereeeeeeee EE el 


S TOCKHAM Valves & Fittings Co., 
Birmingham, has received gov- 
ernment approval of an addition and 
improvements to its plant which will 
cost about $1,250,000. As part of the 
expansion program, a new building 
will be erected to house production 
facilities for making cast steel valves 
and another building to house contin- 
uous annealing equipment. 
fk E t 

Kaiser Aluminum & Chemical Sales 
Inc. has established nine new sales 
offices and appointed five new dis- 
tributors. Sales offices were opened 
in Birmingham, New Orleans, Grand 
Rapids, Mich., Tulsa, Okla., Pitts- 
burgh, Miami, Fla., Baltimore, Evans- 





ville, Ind. and Columbus, O. New dis- 
tributors are at Houston and Dallas, 
Tex., St. Louis, Pittsburgh and Wor- 
cester, Mass. 
* r + 
Vanadium Corp. of America is 
starting production of alloys at a 
new plant near Cambridge, O. Initial 
operations will consist of melting sec- 
ondary aluminum and manufacturing 
aluminum alloys. Production of fer- 
rovanadium, grainal alloys, low-car- 
bon ferrotitanium and other alloys 
is scheduled to start next spring. 
* aE a 
A new die casting plant to expand 
production of castings for its various 
divisions will be constructed by Out- 





revolve at 2 to 12 rpm. 








ROTARY KILNS: Basic Refractories Inc., is installing two new rotary kilns 
at its Maple Grove, O., plant. Each of the kilns is 390 ft long and 11 ft 
in diam. They will “dead burn’ about 2000 tons of dolomite daily to pro- 
duce granular dolomitic refractories. 
crushed dolomite and supplemental raw material enters are 18 ft higher 
than the discharge ends into which powdered coal is fired. 
As the dolomite mixture travels toward the 
discharge end of the kiln it increases in temperature to more than 3000 F. 
After heating, the mixture is discharged to a grate and cooled by air 
blast. It then is ready for shipment 


Feed ends of the kilns where the 


The kilns 
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board Marine & Mfg. Co., Waukegan, 
Ill. To contain more than 80,000 sq- 
ft on one floor, the building will ad- 
join the smelting plant, and die cast- 
ing production will be consolidated 
with the smelting of aluminum. Con- 
struction is to be completed about 
Jan. 1, 1953 at a cost, including 
equipment, of more than $1 million 
* * * 

Freeman Supply Co., Toledo, O., 
has been appointed representative in 
the United States for pattern shop 
machinery built by Wadkin Ltd., 
xyreen Lane Works, Leicester, Eng- 
land. This includes equipment for 
handling practically all the major op- 
erations in wood patternmaking. 

Syntron Co., Homer City, Pa., has 
organized a Canadian subsidiary, 
Syntron Ltd., and purchased a manu- 
facturing plant in Stoney Creek, Ont., 
Can. First item to go into produc- 
ticn will be selenium rectifiers. La- 
ter products will include vibratory 
material handling equipment, port- 
able power tools, diesel pile hammers, 
shaft seals, paper joggers and others. 

* * * 

First prize in the industrial divi- 
sion of the New York State Associ- 
ation of Architects competition was 
won recently by the newly completed, 
modern foundry of the Tonawanda 
Electric Steel Casting Corp., 30 Island 
St., North Tonawanda, N. Y. The 
fireproof structure is constructed of 
corrugated asbestos panels, glass and 
brick and is 90 x 140 feet. 


* * * 


General Motors Corp., Detroit, 
started clearing land for its new 
aluminum casting plant at Jones 
Mills, Ark., on July 30. The new plant 
will have about 100,000 sq ft of floor 
space and will employ about 1000 
persons at capacity operation. It will 
produce castings from permanent 
molds, many of them of the type used 
in torque converter transmissions. 

Foundry Services (Canada) Ltd. is 
completing a new plant at Guelph, 
Ont., for production of its various 
fluxes, alloys and other foundry prod- 
ucts. The company has had a gelf- 
contained sales and service organiza- 
tion in Canada for over two years. 

* * * 

Rosedale Pattern Works Inc 
(foundry Division), Hicksville, Long 
Island, N. Y., has changed its name to 
Rosedale Foundry Corp. 

x xx * 

Schaible Co., Cincinnati, manufac- 
turer of plumbing equipment and sup- 
plies, has formed three sales divisions 
Plumbing and Heating Division, D 

(Continued on page 232) 
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IN YOUR PATTERN SHOP 
FEWER DELAYS 
AND MORE PRODUCTION 


WITH A STATE OSCILLATING 
SPINDLE SANDER 
















; (lke We HECK tnese reatures 
' 2 4 @ Table tilts 45 by worm and gear device. 

@ $ 3 @ Table quickly returned to exact horizontal position. 

bed ‘ace @ 4” hand wheel for tilting. 

i re ® Oscillating mechanism runs in oil. 

: @ Ball bearing motor enclosed in 

i machine base. 

: ® Rectangular table 20” x 24’. 







@ Nine quick change 


© MODEL spindles (as shown) 


ready for use. 


STATE 15 AND 20° 
DISC SANDING MACHINES 


These moderately priced, precision built machines are de- 
signed and built especially for the pattern and foundry 
trade. Models available for both wood and metal. 





Write for Bulletin No. 652-5 


September 1952 


use FREEMAN EQUIPMENT 


i 


MODEL | 













ell-made pattern for 


military use. 


omplicated Well-Made 
pattern for large 
* automotive use. 







e corner of our well- 
equipped Pattern Plant. 


It's simple if you do. Just specify a *Well-Made. 


Almost a half century 
of experience on 


wood and metal. 


Copyrighted Trade Name 





WELLMAN 


Bronze & Aluminum Co. 





DEPT. 7, 12800 SHAKER BLVD. 
CLEVELAND 20, OHIO 










(Continued from page 230) 

T. Williams Valve Division and a new 
Disposer Division. Marketing of al 
these company divisions will be unde 
the direction of Frank J. Nugent 
vice president in charge of sales 
Sales and distribution for the new 
Disposer Division will be under the 
direction of Ernest G. Maron, divi 
sional director of sales. 

+ * 

New York Belting & Packing Co 
Passaic, N. J., and L. H. Gilmer Co 
have consolidated and will operate 
under the former’s name. Gilmer 
products will retain the Gilmer name 
and will be sold by the new organiza- 
tion. B. F. Ruether, vice president 
of New York Belting, heads the ex 
panded organization. 


* * cs 


Danville, Il., plant of General Mo- 
tors Central Foundry Division is be 
ginning its fourth major expansion 
program in six years. Capacity of the 
gray iron section will be increased 
25 per cent, and approximately 150 
new employees will be required. Ad- 
ditional equipment will also be in- 
stalled in the finishing department. 

A new store has been opened at 
236 N. Crawford Ave., Chicago 24, 
by the Syntron Chicago Sales Co., 
representatives in the Chicago area 
of Syntron Co. products, including 
vibratory material handling equip- 
ment, power tools, selenium rectifiers, 
paper joggers and shaft seals. 

* * aK 

Erie Equipment Co., 1628 High St.. 
Erie, Pa., has been appointed indus- 
trial truck sales representative in the 
Erie area for Baker-Raulang Co., 
Cleveland. L. A. Jensen, owner ot 
Erie Equipment was formerly with 
the Whiting Corp. as a sales and 
service representative. 

* * * 

Paxhia Mfg. Co., Tonawanda, N. Y 
brass founders, metalworkers, tool 
makers, etc., has been incorporated 
Directors are Lynn G. White, 480 Har 
rison Ave., Kenmore 23, N. Y.; Eman- 
uel F. Paxhia, 750 Ellicott Crook Rd. 
Tonawanda, N. Y.; and Raymond J 
Metzger, 709 Beach Rd., Buffalo 25 

+ 

Smith Steel Casting Co., Mineral 
Wells, Tex., a subsidiary of Smith 
Steel Casting Co., Marshall, Tex 
(formerly Sollberger Engineering 
Co.), burned recently with a loss of 
$100,000. 

* # * 

A Moresi Co. Ltd., Jeanerette, La 

marked its 100th anniversary in July 


Founded by a Swiss immigrant, An- 


(Concluded on page 234) 


FOUNDRY 














NEW foundry shake-out belt 
breaks endurance records 








| * one of the largest gray iron foundries in the world this rip- 
proof NYB&P Shake-out Belt is still in service after 9 months of 
working 8 hours a day. This is more than twice as long a service 





pth litoa,. 





record as any belt previously used! It is 30 inches wide; 5-ply; 110 SEATING 6 ran 

feet center to center. It is only one of many NYB&P belts in ot oot ae if i 

this foundry. cS Our = 3 
The NYB&P Shake-out Belt is not only ideal for foundries, but Second =m . oe 

also for any installation where there is constant danger of the belt Century oe 

being ripped. You will find that every NYB&P industrial rubber \ of Service 

product is outstanding in performance and economy. For full to Industry 

information, contact your local NYB&P Distributor. - D 


NEW YORK BELTING & PACKING CO. 


America’s Oldest Manufacturer of Rubber Products 
1 MARKET STREET - PASSAIC, NEW JERSEY 





September 1952 233 





Guessing 
Moisture 





USE THE 
Gordon Y Campbell 
MOISTURE 
TESTER 












ACCURATE 
FAST 


The moisture content of sand mixtures 
is too important a factor in the produc- 
tion of good castings to be determined 
by guesswork. Frequent testing is the 
only sure guide to maintaining the most 
favorable moisture percentage. 

The Gordon-Campbell Moisture Tester 
offers an easy, fast, accurate method 
of finding moisture content. With only 
a few minutes required for a test, the 
sand can be corrected promptly to avoid 
scrap losses. 

Gordon-Campbell sand testing units 
offer the latest improvements for check- 
ing these critical properties of sand mix- 
tures: clay content, core hardness, and 
core strength. The tests are quick, and 
no calculations are required. They offer 
the simplest approach to sand control, 

Write for full particulars on Gordon- 
Campbell sand control units. 


Gordon-Campbell sand testing units con- 
form to the recommendations of the Com- 
mittee on Foundry Sand Research of the 
American Foundrymen’s Society. 


FREE to any 
 ssmvemmnts.\ FOUNDRY MAN 


Write for this bookle?, 
It explains foundry 
sand control and how 


to reduce scrap losses. 
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CLAUD S. GORDON CO. 


Manufacturers & Distributors 
Metaliurgical Testing Machines « Industrial Furnaces 
& Ovens « Temperature Contro! Instruments « Ther- 

mocouples & Accessories 
Dept. 20 ¢ 3000 South Wallace St., Chicago 16, Ill. 
Dept. 20 + 2035 Hamilton Ave., Cleveland 14, Ohio 





(Concluded from page 232) 
toine Moresi, the company is still 
owned and operated by the Moresi 
family. It manufactures sugar mill 
rollers, oil machinery and other heavy 
machine material. 


* * * 
Raybestos-Manhattan Inc. has 
opened a new warehouse at 3012 


Canal Street, Houston, Tex., in charge 
of M. C. Nugent. Raybestos-Manhat- 
tan also has appointed Webster-Rob- 
inson Machinery & Supply Co. Inc., 
Tacoma, Wash., as a distributor. 


Randolph Foundry & Machine Co., 
2 Sheldon St., Randolph, N. Y., 
is being merged with Metallic Ladder 
Co., Washington, which is moving its 
manufacturing facilities to Randolph. 
The combined firm will be known as 
Metallic Products Mfg. Corp. 

Gries Reproducer Corp., 780 E. 
133rd St., New York 54, producer of 
small zinc die castings, wing nuts, 
buckles, hardware, etc., has appointed 
the following distributors: <A. A. 
Hume, Minneapolis, and Jay C. Angel 
Co., Chicago. 


Powdered Metal Products Corp. of 


America, Franklin Park, Ill, has 
started commercial production of 
shell-mold castings. They will be 
marketed under the name Die Mold 


Castings. 
, 

Steiner-Ives Co., Newark, N. J., 
manufacturer of industrial ovens and 
building 

It will 


heat-treating equipment, is 


a new plant at Union, N. J. 
late this summer. 


move there 


Book Review 


Corrosion Testing Procedures, by 
F. A. Champion, cloth, 369 pages, 6 
x 9 in., published by John Wiley & 
Sons Inc., New York. Price $6.25. 


As the title indicates, this book is 
designed primarily for persons con- 


cerned with practical problems in the 
corrosion of metals in service or the 
production of metal of adequate cor- 
rosion resistance. The author has not 
only covered in detail the 
types of testing procedures and the 
problems relating to each, but he has 
also appended, as the final chapter, 
a section on the “Expression and In- 


various 


terpretation of Results.” 

The material is from a great many 
persons and and an author 
index helps one to locate them just 
as a subject index makes general use 
of the book more easy. A list of ref- 
erences is attached to each chapter, 
and there many 
tables, 


places, 


are a 
other 


also, great 


graphs, and diagrams. 


| 


| 








SAFETY 


FOR YOUR MEN... 


VALUE ror you 
with U. S. 


NEOPRENE GLOVES 


They help prevent costly accidents. 
¢ They withstand gasolines, oils, 
greases, and corrosive chemicals such 
as sulphuric, chromic, and muriatic 
acids, caustic and plating solutions. 
¢ The rough-surface fingers assure 
positive easy gripping. ¢ They’re 
comfortable because the curved finger 
construction conforms to the natural 
curve of hand, eliminates straining 
and pulling. Highly flexible, they per- 
mit easy, natural working motions. 
These “U.S.” gloves withstand tough 
service. Full range of sizes, lengths 
and weights. “U. S.’’ technical men 
will be glad to analyze your glove 
needs and recommend the correct 
glove for your job. 


U. S. INDUSTRIAL 
GLOVES @ 


UNITED STATES RUBBER COMPANY 
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when it comes to 


EASY PEELING 


you can’t beat 


UBON WON 
BERLITE 


FOR ALL LADLE 
LININGS 








I. every foundry, the job of repairing 
ladles is an expensive time-and-money factor. 

That’s why it will make a difference in your shop 

when BERLITE . . . Ironton’s special-purpose refractory 

material .. . is used to line hand, bull, and transfer ladles. 
IRONTON BERLITE linings make is easy to clean cold metal 
and slag without destroying the ladle lining. 
Slag and metal will not stick to BERLITE linings, so costly 
hours are cut from ladle repairs. You'll find IRONTON BERLITE 

, has unusually high refractoriness, excellent workability as 
mortar, mud or ramming material, high strength, 


— : exceptional resistance to slag and metal erosion 
) phone for the facts ... and it won't shrink, bloat, or peel 


off from the ladle lining. Call Ironton’s 

























Baltimore, Maryland MUlberry 7184 : : 
ag ie theses 43000 representative in the city nearest you 

Buffalo, N. Y. TAylor 2091 for an on-the-spot demonstration. 

Charlotte, N. C. 55-285 

Chattanooga, Tenn. 7-6697 

Chicago, IHinois HArrison 7-8708 

Cleveland, Ohio CHerry 1-0711 

Cleveland, Ohio VUlcan 3-8200 ITBONTON 
Detroit, Michigon WOodward 3-8123 
Hartford, Conn. 33-0941 RELIABLE REFRACTORIES 7773 BRICK COMPANY 
Ironton, Ohio 109 IRONT 

Jacksonville, Florida 3-5586 ON, OHIO 

Mil kee, Wi i DAly 8-4790 

Philadelphia — Jefferson 5-1012 Bamere * AGES ee 

St. Paul, Minn. EMerson 6312 CARO-LINE » NOJOINT + SPECIAL SHAPE REFRACTORIES 
Seattle, Washington MAin 4330 a 


Silver Spring, Md. JUniper 7-5468 * KENTUCKY CLAY FIRE BRICK PRODUCTS 


Spokane, Washington MAin 1644 
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© NOLGROFT cy a, © 
— OeTRory- mich C 
CHICAGO 9 CLEVELAND 15 HOUSTON 1 CANADA 


C.H. Martin, A.A. Engelhardt Wallace F. Schott R. E. McArdie Walker Metal Products,Ltd. S. 3 F.1.M. 
4209 South Western Bivd. 1900EuclidAve. 5724 Navigation Bivd. Windsor, Ontaric Paris 8, France 


This compact Holcroft furnace anneals, de- 
scales and desands castings at a production 
rate of 10,000 lbs. per hour 


Not only that, but it delivers the castings at 
a lower cost per piece. 


Foundries all over the tountry depend 
upon Holcroft to give them fhe furnace help 
they need. That's because H@lcroft is such a 
well-known leader in the field} Many foundry 
practices, standard procedur@ today, were 
basic ideas worked out by Holcfoft engineers. 






You, too, can take advantage df this furnace 
know-how. Write today for complete informa- 
tion. Holcroft and Company, 6545 Epworth 
Blvd., Detroit 10, Michigan. | 









PRODUCTION HEAT TREAT FURNACES FOR EVERY PURPOSE 





Core Is Gate and Riser 


(Concluded from page 97) 


There are almost innumerable \ 
in which the gate-riser cores cai 
used to advantage. After steady 
of them for over two years, we 
still finding new methods of app! 
tion. In the writer’s foundry, 
proximately 80 per cent of the 
ings are gated and poured in 
manner. Experience indicates t 
superior results are obtained wh 
the iron is poured quite hot—betw: 
2700 and 2800° F. 

With the conventional type rise: 

a heavy section, there is always 
open grain structure in the cast 
under the riser, caused by the form 
tion of a hot spot at the junct 
area. The small connecting necks o 
the gate-riser completely eliminat: 
this condition. The iron is homogene 
ous throughout. 

Application of one of the smalle: 
cores is shown in Fig. 4. This holds 
just 10 lb of metal and has proved 
very effective for bench work. Th 
pouring holes in this core are some 
what smaller than the corresponding 
holes in the larger sizes. In shallow 
copes, where the cores have little con 
tact with the molding sand, grooves 
may be filed in the outside face to 
give the cores a grip and thus pre 
vent the metal from pushing then 
upward. In some instances it is ne 
essary to place a broken clamp or 
other small weight across the top of 
the core. 

The gate-riser core serves as a Sat- 
isfactory runner box for pouring 
metal into open sand molds. Th 
core is pasted on a piece of slab core 
with one large opening or with open- 
ings corresponding to the gate open- 
ings in the gate-riser core. The suit- 
ably mounted assembly is placed over 
the area selected to receive the metal 
A small weight holds it in place whilt 
the metal is flowing through. 

The gate-riser system has_ been 
used experimentally on brass and alu- 
minum castings with varying results 
Considerable study and trial will be 
required before definite results will 
be known. However, the prospect is 
encouraging. 


Western Metal Congress 


The Eighth Western Metal Con- 
gress and Exposition will be held 
March 23-27, 1953, in the Pan-Pacific 
Auditorium, Los Angeles. It will be 
sponsored by the American Society 
for Metals in co-operation with wes- 
tern divisions of 20 national technical 


societies. 
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AIR WEIGHT 
CONTROLLER 


DIAPHRAGM 


ORIFICE 
PLATE 





displacement blower. 


Controlling cupola blast by weight of air 
cuts pigging, ups quality, gives uniform pours 


There's no longer any need to let the weather upset 
your cupola operation. With a Foxboro Air Weight 
Controller you can get uniform pours, every day. 

The Foxboro Air Weight Controller automatically 
and precisely controls cupola air blast by weight 
— delivers the correct amount of oxygen for the 
quantity of coke in the charge. Regardless of ups 
and downs in atmospheric pressure or temperature, 
this simple, inexpensive accessory compensates 
for every change—insures better combustion, more 
uniform heats, and saves pigging. 


REG. U.S. PAT. OFF. 
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IN THE UNITED STATES, 


All you do is set the control pointer before you 
start the run. No further attention is necessary. 
Air weight is held constant as long as desired, or 
may be changed instantly for pours of different 
composition. Installation on your present blowers 
easily made by an experienced pipefitter. 

Foxboro Air Weight Controllers are used by more 
than 1000 foundries. Write for Application Engi- 
neering Data Sheet 330-6, and Bulletin 268-3. The 
Foxboro Company, 329 Neponset Ave., Foxboro, 
Mass., U.S.A. 


FOXBORO AIR-WEIGHT CONTROLLERS 





Typical installation of Foxboro Air Weight Control .. . readily adapt- 
able to either a centrifugal blower (shown in diagram) or a positive 


CANADA AND ENGLAND 





Adventures of 


BILL 


By PAT DWYER 
INustrations by RICHEY 


YHEN Bill came in the other 
W night he found me perched 
on two chairs with a type- 

writer reposing gracefully on my 
knees. I had started some time be- 
fore to write a letter, but owing to 
interruptions of one kind or another 
I had not made much progress. My 
thoughts strayed enviously to the 
peace and quietness enjoyed by her- 
mits and-er-people of that kind who 
live in huts or caves in the mountain 
side and who never have to either 
read or write letters. What could be 
sweeter than to creep into a cozy 
den about the first of November and 
hibernate there until the buds began 
to unroll in the spring and the trump- 
eting wild geese in V-formation sailed 
high overhead on their way to the 


9° 


Arctic circle? 


Under these conditions, and if 
driven to it, I felt reasonably sure 
I could write some nice friendly chat- 
ty letters. The main— in fact, the only 
objection—to the idea is that all these 
cheery little retreats are located in 
such dashed outlandish and inacces- 
sible places that mail cannot be either 
collected or delivered. On mature sec- 
ond thought I was forced to the con- 
clusion that while one of these cute 
little hidie holes on a mountain side 
presents certain advantages, still, tak- 
ing it by and large, it is not such a 
much as a writing den. 

“Go ahead,” Bill remarked kindly. 
“Finish that thing. I wish I could 
run one of them there things—dash 
off a letter in a couple of minutes.” 

“You're an optimist,” I replied. ‘I 
have been sitting here for the past 
half hour and as you can see for 
yourself I have not set down anything 
but the address, the date and the 
usual salutation.” 

“Half an hour!” Bill exclaimed in 
mock consternation. “Slow ’er down 
kid. Slow ’er down. The first thing 
you know you will have the babbitt 
dripping out of the bearings and 
burning large painful holes in both 
your legs. While we are on the sub- 
ject I wish you would satisfy my curi- 
osity on just one point.” 

“Only one?” I inquired. ‘‘Why the 
sudden modesty? Usually you can 
ask more questions in five minutes 
than a strong man, nay, two strong 
men, could answer in a week. Fire 
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Him make big talk. 


Him maka lotta talk. 


All smoke. No fire 





ahead me hearty, only re-mem-bal, I 


reserve to myself the _ inalienahie 
right to tell you the truth—and as ! t- 
tle of the truth as I see fit.” 

“Half the truth is all I expect. 
However, half the truth is better than 
a rolling stone, or a bite from the 
dog in the manger. What I want to 
know, how long does it take you to 
write one of these articles, or stories 
or essays, or whatever they are, that 
appear in FOUNDRY every once in a 
while.” 

“Well” I hedged cautiously “It all 
depends.” 

“Depends on what ?” 

“Depends on circumstances, Sonie- 

times—”’ 

“What have circumstances to do 
with it? They’re all alike, ain’t they? 
F’rinstance you show me a pattern 
that goes into a 4x4 ft flask and I can 
tell you the approximate molding 
time on the job. If you have to write 
enough tripe to fill a couple of pages, 
can't you tell me how long it takes 
you to do it?” 

“Your comparison,” I said “shows 
to what depths of dumbness the hu- 
man mind can descend when it slips 
from its little familiar paths. Your 
reference to tripe is in doubtful taste. 
Apparently you have forgotten the 
time we were stranded in South Chi- 
cago and you were glad to fill your- 
self with—’” 

“Old Stuff,’ Bill said “Old stuff. 
Forget it. If I remember correctly 
you were not lurking behind the door 
on that painful occasion—or on any 
other similar occasion when stern 
necessity sharpened our wits and 
noses on a foraging patrol. However, 
that’s neither here nor there, as the 
apprentice said when he tried to pour 
metal down two sprues and found 
that both were dummies. I am not 
going to pine away to a shadow if 
you never answer my question, but I 
certainly hate this quibbling and beat- 
ing about the bush. My own private 
opinion is that you dawdle along for 
days at a time and are ashamed to 
admit it. How’s that for a shot in the 
dark ?” 

“It is about as accurate,” I re- 
marked coldly, ‘fas the usual shot in 
the dark, or the average opinion of- 
fered by any nosey individual on a 
subject of which he is profoundly ig- 
norant. Just to show you to what ex- 
tent circumstances enter into the 
problem, I could tell you of one story 
on which I worked for nearly a yea! 

“A year!” Bill cried incredulous] 
“T guess that must have been an olf! 
year. That story must have been in 
an advanced stage of putrefaction by 
the time you finished it.” 

“That shot is nearer the mark than 

(Continued on page 241) 
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7%, 


‘every cycle je with | Always break in new or freshly cleaned shell mold 


et oe 
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or highly complex plates may require a second or 
third treatment. The most effective parting agent 
known for shell molding, Dow Corning 7 Com- 
pound forms a continuous, semi-permanent coat- 
ing which conditions the pattern and helps assure 
clean, easy release and smooth, uninterrupted pro- 
duction of even the most intricate shells. 


Speed production by spraying every cycle with 
Dow Corning 7 Emulsion. Easier and safer to apply 
than solvent dispersions of the Compound, the 
Emulsion may be diluted with water to any desired 
working concentration. Formulated especially for 
the shell process, it is non-corrosive to metals and 
leaves minimum build-up. With only occasional 
agitation, it is sufficiently stable after dilution to 





K¢ of loday / allow a day’s supply to be made up in advance. 
e 


For Free Samples of Dow Corning 7 Compound 
or Dow Corning 7 Emulsion 
or write Dept. AH-21 for Data Sheet. 








DOW CORNING 


DOW CORNING CORPORATION SILICONES 


MIDLAND, MICHIGAN 


ATLANTA e CHICAGO e CLEVELAND e DALLAS e LOS ANGELES e NEWYORK e WASHINGTON, D.C. 
In Canada: Fiberglas Canada, Ltd., Toronto «+ in Great Britain: Midland Silicones, Lid 
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—_ are high quality MACKLIN 
wheels for all kinds of floor stand 
grinding as well as for swing frame 
and portable operations. In fact there 
are Macklin wheels for all foundry 
grinding requirements that will ‘’Pro- 
tect Your Production.” 


Ask for the services of a 
Macklin Field Engineer. 


“ 


a” MF, St Prat St ¥ 3 








“25-2 ACKLIN COMPANY .,.. 


1952 
GRINDING 


‘Manufacturers of GRINDING WHEELS AND OTHER ABRASIVE PRODUCTS 
JACKSON, MICHIGAN 


Sales Offices - Birmingham -° Buffalo - Chicago - Cincinnati - Cleveland - Columbus - Detroit - Flint - Houston 


HEN? 


Indianapolis - Los Angeles - Milwaukee - Moline - New York - Philadelphia - Pittsburgh - St. Louis 
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(Continued from page 238) In 195] 
your first one,” I admitted. “At the . 
lose of the year I abandoned work Id d ° fj d 
o. the thing and buried it.” ° an sati sTie 


‘Fine work,” Bill agreed. ‘You 
should do it more frequently. If you customers bought 


would take a friend’s advice—’”’ 

‘Keep it,” I said, “and apply it 0 
nearer-home. You ask me a totally un- — / | am 
provoked question. The answer to i 0 of i id R K S 


this question will not benefit you to 
any extent. You admit it was prompt- 
ei by idle and impudent curiosity. 
Therefore, I should be perfectly justi- 
fied in answering it by telling you to civilian production 
go wash your neck. Instead of taking 
this obvious course I start to give 
you an explanation and what do you 
do? You introduce all kind of irrelev- 
ant material. Lay off for a minute 
and listen. One day in the merry 
month of May a little old hobo molder 
came in to see me. He said his name 
was Bob Stewart—”’ 

“I. Know him,” Bill interrupted. 
“Served his time in Skowhegan. The 
first time I ran across him was in 
Butte 

“He told me he knew you,” I said, 
“but that has nothing to do with the 
story. Hey, listen a minute, can’t 
you? This lad remained about an 
hour and we had an extremely inter- 
esting session. In a cruising period of 
nearly forty years, he had worked all 
ver the country. Due to the intro- 
duction of molding machines and one 
thing and another, the lure of the 
open road had lost a great deal of 
its one-time appeal. 

“According to the genial Mr. Stew- 
art, you never run into none of the 





record-breaking 





of materials-handling 





machines. 
The other 24% 
went to more than 





1700 new customers, 


many of whom 





switched to 


CLARK 





id gang no more. Most of the shops 
is filled wit’ machines run by mon- 
keys what never served no time and 
who is no more molder than he is a 
hettentot wit’ pink garters. The mold- 
in’ trade is shot to pieces so far as an 
old-time all-aroun-t molder is con- 
erned. He for one is thinkin’ serious- 
ly of chuckin’ it for a job as a night 
watchman, or a janitor, or a member 
the white wing brigade. 

“Contrasting present day conditions 
th those prevailing in the good old 
lays, he told me of an experience sev- 

















eral years ago when he accepted a 


b with a mining company to go to To learn more 
a foreign country to organize, equip obout why CLARK 


d run a foundry. He had to start 
’m absolute zero and break in a 


retains its cus- 

















bunch of natives. He had to prospect tomers and : 
e territory and select sand for steadily gains new 3 6) Ce) 
re Fee Se ONE TR: AE SO ones, fill out the T INDUSTRIAL TRUCK DIVISION * CLARK EQUIPMENT COMPANY «© BATTLE CREEK 16. MICHIGAN I 
w his disciples how to mix and ee ae | Please send Maiecial Vasdiinn Haw Movie Digest Bosic Focts | 
e the sand. ee | Please have representative co l 
‘Believe me_ kid,’ he said, ‘that ee | Nome 
is no pink tea job. At times I felt letterhead and dua rain ers | 
ce that there guy Robinson Crusoe drop it into the mail. oe ee ene = oa 
ving to make a suit and an um- | nome — | 
brella out of goat skins. I was the | | a a, eee | 
hole thing with no one to appeal to 
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here’s the crane for... 





CONSTANT SERVICE at HIGH SPEED 





/ 


‘on the 
go—all the time——and fast’’ then investigate 
this American MonoRail Crane. With con- 
stant service at high speed, it offers the 


If your handling operations must be 


advantages of rugged construction, low-cost 
operation and quick installation. 


The big reason is articulated trolleys. Each 
trolley wheel carries its share of the load in 
perfect alignment with the craneway tracks. 
All possible friction is eliminated. The result 
is perfectly articulated trolley travel. Articu- 
lated trolleys permit operating speeds of 500 
feet per minute under constant service. 


SEND FOR BULLETIN C-1 


THE AMERICAN COMPANY 


13104 ATHENS AVENUE 2 CLEVELAND 7, OHIO 


for advice or assistance. However, I 
made the thing go. When I left at 
the end of my three-year contrac} 
I had as sweet a running little shop 
as you could find in this here now 
United States. I don’t want to butt 
in, Mr. Stewart concluded magnan- 
imously, ‘but couldn’t you write a 
piece about that in FOUNDRY ?’’ 

“T thanked him for this noble suy- 
gestion and assured him I would get 
going on the job immediately. A few 
days later while turning the story 
around in my mind, I decided I needed 
further detail. Unfortunately, M1: 
Stewart had vanished. I never have 
heard of or from him from that day 
to this. I inquired here and there now 
and again for about a year and then 
gave up the idea of writing a chapter 
under the title Robinson Crusoe in 
Peru.” 

“I regret,” Bill said, “that in recent 
years I have lost the trail of the 
Skowhegan Skimmer, but if you are 
looking for story material I can give 
you some dope based on an inquiry 
from a man who wrote that he had 
orders for a considerable quantity of 
soil pipe castings, straight lengths 
and fittings, elbows, T’s, Y’s, etc. He 
would appreciate information on how 
to make equipment for producing 
green sand cores. For a last item he 
wanted to know if he could pour the 
castings with hard iron.” 

“Why did he want to pour the cast- 
ings with hard iron?” 

“He did not take me into his con- 

fidence on that point. Maybe his cus- 
tomer was a hard man to please. In 
my reply I pointed out that the man- 
ufacture of soil pipe, straight lengths 
and fittings is a highly specialized 
branch of the foundry business 
Equipment for making the castings 
must be extremely rigid and accurate. 
Therefore, the expense involved is 
justified only by large-scale opera- 
tion. Competition is another import- 
ant factor. 
“A complete description of the manu- 
facture of soil pipe castings would 
fill a book. Briefly it may be sum- 
marized as follows: The long straight 
lengths in either one or two bell ends 
are made in close fitting cast iron ol! 
steel flasks. In some plants the metal 
is poured four-up from hand ladles 
In other plants the sprues and gates 
are arranged to take metal from a 
large multi-lip ladle suspended from 
a crane or monorail. 

“Practice in preparing the long 
molds varies to some extent. In some 
plants the pattern is dropped part 
way through a stripping plate be- 
fore the half mold is lifted. In others 
the half flask is lifted directly fron 
the rigid pattern and plate. A smal 


(Continued on page 245) 
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FOUNDROMATIC” 
SHAKEOUTS 





PRODUCTION WAS SPEEDED 96-FOLD at this mid- 
western steel foundry when the Foundromatic shakeout 
shown was installed! Crane bases are cored out complete- 


Heavy body of structural and plate steel is completely 


stress relieved before machining. Heavy cast steel snubbers ly in about five minutes... as compared with an average 
keep body centered on durable coil support springs even of eight hours required with manual labor. 

if side loaded. Pivoted motor base design, dinated ; 

Ste See, See ee eee ree See The Foundromatic shakeout, an exclusive and field-proven 


with Texrope drive, provides trouble-free operation. : : : ; 
Allis-Chalmers design, will also radically reduce your foundry 


shakeout and core knockout time. You'll get increased output for 
these three reasons: 


lash Knockout D FASTER SHAKING OUT. Heavy body construction, with 
: decks of 11/2 to 2 in. platesteel, gives more“ punch” to full load operation. 


© @ MORE FLOOR SPACE. Shakeout can break up molds as soon 
TI me ! as castings are cool, leaving floor area free for re-use. 
3 © UNINTERRUPTED OPERATION. Rugged two-bearing vibrat- 
ing mechanism has oversize bearings carrying only eccentric shaft force. 
And there is no record of shafts or support springs ever breaking. 


Get the full story on Foundromatic shakeouts, their proven construction 
features, and how they can benefit your foundry operations. Single units built 


in capacities from one to 25 tons... multiple units available to over 100 tons. 
Call your nearest A-C office or write to Allis-Chalmers, Milwaukee 1, Wisconsin 
for Bulletins 07B7532 and 07B6365A., A-3612 


ALLIS-CHALMERS 


Foundromatic, Texrope and Regulex are Allis-Chalmers trademarks. 





, Foundry Equipment for 
Bigger Output —Better ‘24 


Vibrating Cupola Motors-Drives Foundromatic Induction Heat- Regulex Arc 


Working Conditions! Screens Blowers Control Core Dryer ing & Melting Furnace Control 
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IN TUNE WITH THE TIMES 
WITH 





Costs rise higher and higher every year. To 
keep in tune with the times we must find cheaper 


ways to do the job better. 


Foundrymen who use The Moulders’ Friend 
sand conditioner agree that the thousands of flat 
tempered steel wires in the brush revolving at 
high speed do the most thorough job of mixing 


and aerating sand heaps on the foundry floor. 


The Moulders’ Friend is completely self-pro- 
pelled. It has a capacity of two tons of thoroughly 
conditioned sand per minute with travel speeds 


up to 50 feet per minute. One man does the job. 


“The Mowders' Qriend’ 


A screen for removing trash and tramp iron 
and a water dispenser for accurately wetting down 
the sand as the machine travels over the heap are 


valuable added features. 


The Moulders’ Friend fits your foundry. Be- 
ing carried on two large wheels it turns short and 


handles well in the crowded foundry. 


The Moulders’ Friend will help you keep in 
tune with the times by paying for itself with bet- 
ter castings and less labor cost. Investigate this 


remarkable machine today. See one in operation. 


THE BRUSH DOES THE JOB 


“The Mouwlders’ Friend” 


€ Dallas City, Illinois 
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(Continued from page 242) 

at the joint line of the pattern 
nsures a clean lift. A vibrator at- 
tached to the plate is kept in motion 
juring the lift. For many years, and 
ip ‘o the present, the usual type of 
arbor is a cast iron barrel. Recently 
in some plants sections of heavy steel 
tubes have been introduced. Rows of 
small vent holes closely spaced ex- 
ept in line with the gates, provide 
exit for gas and steam. The amount 
is not excessive from the compara- 
tively thin coating of sand on the 
arbor. The machined arbor ends fit 
closely in a circular opening in each 
end of the flask. 

“Finely screened sand for the cores 
is stored in an overhead hopper, con- 
stantly replenished by a bucket ele- 
vator running in close proximity to 
a revolving screen on the floor. The 
arbors are claywashed or, in some in- 
stances, simply dipped in a water 
tank, and placed one or two at a 
time on a stand provided with bear- 
ings corresponding to the turned ends 
of the arbors. A crank handle for 
hand work, or a simple type of 
lutch for mechanical handling, is 
fitted to one end to revolve the ar- 
bor while a thin stream of sand falls 
from the overhead hopper. A_ flat 
gage board faced with steel, resting 
in the stand, regulates the thickness 
f sand on the arbor and imparts the 
rrect shape and smoothness. The 
ores are ont coated. 

“In some foreign installations it is 
laimed that dried loam cores are 
nployed. Where the iron is not up 


specification in composition and 
perature, the discount may be 
ivy if green sand cores are em- 
ed. Dried cores practically elim- 
nate this hazard. The claim is ad- 
iced that the increased number of 
good eastings more than offsets the 
ving cost. So far as I know, in all 
American foundries soil pipe castings 


ire made with green sand molds and 
In a general way it may be said 
that molds for the pipe fittings are 
le in the same manner as the 
is for the straight lengths—on a 
machine or rammed by hand. All 
'es are rammed by hand. The arbor 
‘h may be plain, or a backbone 
th a number of semicircular wings 
ast on, occupies space in the lower 
of the corebox. The corebox is in 
lalves which may or may not be 
ed. For some shapes a shell pat- 
serves for pattern and corebox. 
pattern is. split horizontally 


ugh the center. On cores provided 

‘n three or more bearing points, 

t core prints are sufficient. On 
pipes with only two bearing 
(Concluded on page 247) 
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secoALUMINUM 


To produce the best in aluminum castings try 
“Beco” Aluminum Alloy ingots, produced under 
conditions most favorable to your requirements. 
“Beco” ingots are produced under strict metallurgical 
control to your specifications 
by men who understand foundry 
problems—experienced foundry- 
men who will be glad to consult 
with you at any time. 








For better ingots to your 
specifications and help with 
specific problems ask" Beco” 
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WAKE UP T0 


Super Savings with... 


SUPER TAMASTONE 


Why waste time and money waiting for pattern equipment? 
Save all around with TAMASTONE! Foundries everywhere re- 
port big savings in time and labor! . . . some increase pro- 
duction 400% others 600% and up! TAMASTONE cope ond 
drag patterns or match plates can be made in your foundry by 
your own molder. No accelerators, retarders, vehicles and no 
special experience needed! Why not talk this over with your 


foundry superintendent! 


Why don't you try Super Tamastone? 


TAMMS INDUSTRIES, INC. 


228 N. La Salle St., Chicago 1, Ill. 











TOUSEY VARNISH COMPANY 


FOUNDKY 
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(Concluded from page 245) 
yoints it is necessary to prolong the 
bearings and arbor ends to resist the 
lift of the metal as it flows into the 
mold. 

“So far as the utility of the cast- 
ings is concerned, it makes no differ- 
ence Whether they are hard or soft 
iron. However, since hard iron has 
not the fluidity or running qualities 
necessary to pour castings of such 
area and thin section as soil pipe, it 
automatically is ruled out. A high- 
phosphorus pig iron mixed with light 
machinery or clean stove plate scrap 

approximately 40 per cent pig iron 
and 60 per cent scrap—is satisfactory 


for these castings.” 


University Revises Films 


On Motion Study 


Revised editions of ‘Motion Study 
Principles” and ‘‘Motion Study Appli- 
cation,” two of its most important 
sound films, have just been released 
by the Bureau of Audio-Visual In- 
struction of the State University of 
Iowa. “Motion Study Principles” 
has a showing time of 28 minutes. 
Its purpose is to present some of the 

st important principles of motion 
economy and to illustrate how these 
principles may be applied to specific 
yperations. 

“Motion Study Applications” has a 
showing time of 18 minutes. It de- 
fines the most common hand motions 
and shows how an understanding of 
this classification and a knowledge 
f motion study principles enable one 
to develop better and easier ways to 
work. These films are available on 
either a rental or a purchase basis 
from the State University of Iowa, 
Bureau of Audio-Visual Instruction, 
Iowa City, Iowa. 


Instrument Conference 


and Exhibit 


Seventh annual Instrument Con- 
ference and Exhibit, sponsored by the 
Instrument Society of America, will 
be held in Cleveland at Public Audi- 
torium Sept. 8 to 12. Co-operating 
rganizations include American In- 
stitute of Physics, American Society 

Mechanical Engineers, American 
Institute of Electrical Engineers, In- 
stitute of Radio Engineers, Cleveland 
Physies Society and Scientific Ap- 

ratus Makers Association. Dur- 
the week over 30 technical ses- 
sions will be held with more than 

) scientists and specialists partici- 

ting. At the exhibit over 260 

ths will display instruments and 

ied equipment. 
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MORE castines ar LESS COST 
vith PRESSURE-CAS] 


MATCHPLATES and COPE & DRAG PLATES 





Only one master pattern 
does it! From it we make 
you single- or multiple- 
pattern aluminum match- 
plates, casting them under 
pressure in plaster molds. 
We also make cope & drag 
plates of aluminum. Send 
us your pattern and we will 
give you a quotation with- 
out delay. 





* * * 


Toledo Matchplate Company 


534 State Street a Toledo 2, Ohio 


Affiliate: Plaster Process Castings Co., 
6922 Carnegie Ave., Cleveland 3, Ohio 











MATCHPLATES 


COPE & DRAG PLATES 
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Since 1858 we have been specializing in lumber for the pattern 
shop and foundry. This near century of experience has taught 
us lumber knowledge that can be gained in no other way. We 
pass it on to you as part of our service. 


COMPLETE STOCKS OF 


Genuine Northern White Pine, California Sugar Pine, Nor- 
way Pine, Honduras Mahogany, Kiln Dried, Super-thick- 
ness, rough or dressed. 


DELIVERIES ANYWHERE 


We'll ship 100 feet or a carload, no matter where 
you are located. Contact us now; address Dept. F. 
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RIETZ LUMBER Co. 


1810 N. CENTRAL PARK AVE elite \clom Yam aa), le) ): 
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(1)—Moisture Measurement 
Harry W. Dietert Co., 9830 Roselawn 
Ave., Detroit 4—A new device makes 
it possibie to determine in 30 seconds 
by direct drying 
much moisture is in foundry sand and 


at 


New EQUIPMENT 


and Supplies 


a wide variety of other granular or 


fibrous materials. The sample is dried 
in 10 to 15 seconds by a fast-moving 
stream of thermostatically controlled 
hot air. A sample of any size from 
10 to 35 grams is automatically 
Weighed by a built-in electronic bal- 
ance which also indicates the mois- 
ture loss in percentage after drying 
without any balancing operation. 


For more Details Circle No. 1—Page 251 


(2)—Molding Machine: spo 
Inc., 6448 Grand Division Ave., Cleve- 
land 25--Pushbutton type electrical 
controls govern all operations and 
provide for either fully automatic or 
selective manual control of a new 
jolt-squeeze-strip/draw machine. Once 
the machine is set up, the operator 
pushes only two buttons to actuate 
a complete molding cycle. All opera- 
tions are automatically controlled by 
means of solenoid valves. Jolting 
action is timer-controlled, and the 
squeeze is regulated by a _ pressure 








For Additional Information on these Items Use Reply Card—Page 251 


switch. Stripping action also is cor 
trolled automatically to eliminate de- 
pendence on the operator’s judgment 
The machine’s stripping pins are ad- 
justable to accommodate a range of 
flask sizes. Squeeze capacity is 16.- 
000 Ib and jolt capacity is 1500 Ib 
on standard 80 psi line pressure. Pat- 
tern draw is 10 in. and maximum 
squeeze stroke is 12 in. Flask spac: 
ranges from 19 to 31 in., left to right 
and from 16 to 18 in., front to back. 
The machine is equipped with an air 
vibrator, automatic air line lubricato: 
and an “inverted jolt’”” mechanism. 

For More Details Circle No. 2—Page 251 


(3)—Aerator: National Engi- 
neering Co., 549 W. Washington 
Blvd., Chicago 6—-An improved sand 
aerator offers the following advan- 
tages over the company’s old model: 
Sand of equal or better quality; dis- 
charge time as fast as the mixer dis- 
charge—a one-third to one-half re- 
duction in required discharge tim« 
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ubled rotor service life; a 30 to 
50 per cent reduction in horsepower 
no slowdown during peak 
discharge periods; no buildup of sand 


required 


in new rotor assembly. The aerator 


operates by gently combing and filuf- 
fing the eliminating the ne- 
essity of riddling it against the pat- 
operation is suf- 


sand, 
terns. Speed of 
ficiently low to prevent any stripping 
of bond from the sand grains, yet 
the rate of discharge is no less then 
it would be without the aerator. The 
unit is attached directly to the mixer 
discharge and consists of a drum 
shaft mounted on sealed, self-align- 
ing, anti-friction bearings. It is avail- 
able in capacities of 30 to 150 tons 
per hour. 
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(4)—Hardness Tester: Peabouy 
Industries, Inc., 1819 Broadway, New 
York 23—-Pocket-size metal hardness 
tester, Weighing only 7 0z, makes pos- 
sible testing of internal mold and die 
sections with an area as small as 1 
sq in. It checks hardness by re- 
bound rather than by _ penetration. 
For calibration and for use with parts 
weighing less than 15 lb, a clamping 
anvil is supplied to provide sufficient 
mass to obtain the full rebound. The 
operator extends the spindle to its 
full height, depresses the trigger, al- 
lows it to rebound to where it stops 
and is held automatically, and reads 
the hardness directly from the cali- 
brated scales on the tester. Direct 
readings are obtained on any of three 
different Rockwell and brinell scales 
without use of conversion charts. 
There are two models, one for steel 
and the other for nonferrous metal 
surfaces. 
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Slurry Coating: Aluminum Co. 
America, 801 Gulf Bldg., Pitts- 
irgh 19--Slurry coating made with 
powder obtained from the _ insol- 
ble residue resulting from the di- 
stion of bauxite in the Bayer proc- 
alumina is used to 
melting, 


of making 
nimize iron 
oying and casting aluminum. Slur- 
consists of 2 to 4 lb of powder, 4 


pick-up in 


pint sodium silicate and 1 gal 
iter. Mixture is heated and applied 
brushing to 


spraying, dipping or 


lds, ladles, melting pots, pouring 
uughs, tools used for mixing, al- 
‘ing and cleaning, and to any 


her ferrous metal equipment which 


ptember 1952 


comes into contact with molten alu- 


minum. The metal parts to be coated 
are cleaned and the surfaces rough- 
ened, then heated to between 200 and 
100° F before the slurry is applied. 
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Shell Molding: Monsanto Chem- 
ical Co., Springfield 2, Mass.—Four 
new plastic products have been de- 
veloped by the company. Two fast- 
curing, fast-coating phenolic resins 
for use in shell molding are said to 
permit faster cycles in casting opera- 
tions and have been tested and eval- 
uated in foundry trials. A urea core 
binder, combining good baking rates 
with high bonding efficiency and 
freedom from odors, is a free-flowing 
dry powder, essentially free from ash 
and skin irritants. The fourth prod- 
uct, a dust suppressant, reduces dust 
problems in connection with the shell 
molding process. Classified as a non- 
toxic, mobile fluid of medium vis- 
cosity, the dust suppressant is re- 
ported to accomplish its 
without changing significant charac- 
teristics of the shell mold resin-sand 
mix. It reduces tendency of resin to 


purpose 


segregate in the mix. 
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Truck Attachments: Towmoto: 
Corp., 1226 East 152nd St., Cleveland 
10—_Fork extensions for handling un- 
usually long fitted 
regular forks where they lock into 
They may be added or re- 
quickly. Side shifter, 
operate with standard 
forks, has lateral travel of 
to either side of center. This simpli- 
fies placing tightly 
walls, and eliminates excessive ma- 


loads are over 
place. 
moved engi- 
neered to 
31o-iNn. 
loads against 
neuvering in areas where reposition- 
ing the fork truck is difficult. Over- 
head guard, constructed of 11!.-in. 
and 2-in. steel pipe, offers protection 
for truck operators in high stacking 
work. 
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Furnace: Detroit Electric Fur- 
nace Division, Kuhlman Electric Co., 
Bay City, Mich. 
furnace for 


Redesigned electric 
melting education and 
experimental use and small produc- 
tion is designed to produce quality 
melts of alloy irons, tool steel and 
stainless steel. It has a new rocking 


controller, which makes the furnace 


more completely adjustable in opera- 
tion. A three-phase reversible moto) 
for furnace rocking and tilting has 
replaced the single-phase motor for- 
merly used. Electrode 
mounted independently of the shell 
to allow easier, faster shell replace- 
ment and to minimize wear on the 
Furnace is 


brackets are 


flexible electrical leads. 
furnished complete with transformer, 
ready for installation. 
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Zircon Sand: Foote Mineral 
Co., 18 West Chelten Ave., Philadel- 
phia 44 
fered by this company, can help avoid 


costs on 


Zircon sand, now being of- 


“burn-in,” reduce cleaning 


castings and minimize — shrinkage 


stresses. Its grain size, chemical 
inertness and high rate of heat dif- 
fusion are the sources of its effective- 
ness. 
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Storage Bottery: Electric Sto: 
age Battery Co., P.O. Box 8109, Phila- 
delphia 1—Improved industrial stor- 
age battery utilizes a new silver al- 
loy positive-plate grid made up ol 
metal core rods inserted in slotted 
hard rubber tubes. Active material 
is packed into the tubes surrounding 
the rods and the tubes sealed with 
plugs incorporated in a single bar of 
polyethylene. Other improvements 
are a new homogeneous sealing com- 
pound; a seamless shockproof jar; 
unbreakable plastic vent plugs, and 
impact resistant 
plastic steel tray coating. Life of th 
new battery is said to exceed that of 


a corrosion and 


previous models. 
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Protective Creams: West Disin 
fecting Co., 42-16 West St., Long Is 
land City 1, N. Y.—Antiseptic pro- 
tective creams, containing hexachlor- 
ophene, provide a zone of inhibition 
aureus and 


against staphylococcus 


are so formulated as to be almost 
neutral in pH, thus assuring against 
irritations from free acids or alkalis 
Three types include: An oil resist- 
ant, water soluble bland vanishing 
for protection against dust 
dirts 


cream 
irritants, viscous oils, 
greases and grimes; a water resist- 


for protection 


borne 


ant soft cold cream 
against dilute acids and alkalis, and 
water soluble 


a solvent resistant 


249 








bland vanishing cream for prot 
3 tion against organic solvents, aco- 
y tates and cooling and cutting oils of 
iF IT 5 A VA LVE low water content. A polystyrene dis- 
penser, also offered, is designed *o 


FOR FOUNDRY WORK = dispense a predetermined amount «of 
CRESS: SPER 


protective cream with each stroke «| 


ROSS HAS IT the lever. 
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Goggle: American Optical C 
Southbridge, Mass.—Safety goge 
features a transparent plastic frame 


. et 4 
ad } oo J 
~ 
a a 
A \ 
” Q 


Which provides a wide field of vision 
It is designed and recommended for 
wear directly over the eyes or over 
spectacles and is particularly useful 
for frontal protection against for- 
eign particles. 
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Reflector Lamp: Sylvania Ele 
tric Products Ine., Salem, Mass. 
High-bay reflector lamps rated at 
900 or 750 watts have been added to 
the company’s line of built-in reflector 
lamps for industrial use. The new in- 
candescent lamps have a rated ave! 
age life of 2000 hours. They have 





ntrolled Valves 
The reputation and performance of Ross ''711"' Series Valves are so outstanding 


that imitations are constantly being attempted. Through constant improvements, 
the 711” remains the leader and the envy of the trade. Here’s why— 


Dependable—10 to 20 million main- Positive seal — poppet construction; 
tenance-free cycles, and many more tens Hycar seats 
of millions of life-cycles, are not uncommon Easy maintenance—only a few moving 


parts; bodies interchangeable without 


dy—split nd o tion; over- : ae 
Speedy—split seco peration; over amines 


sized exhaust 
Many modifications—vacuum, air, and 


Low current consumption—inrush of 1.2 liquid service; various pressures; AC or 
amps (110/60 DC solenoids; momentary contact 


Write for full information on the oss 711" Series 


ROSS OPERATING VALVE COMPANY 


120 E. GOLDEN GATE AVE., DETROIT 3, MICHIGAN 









Engineers at Your Service a mogul base and are designed fo! 
, a ig base-up or within 25 degrees of vet 
in all Principal Cittes tically base-up burning positions. Th 





new units have a maximum overa! 

length of 113, in. and operate at 11f 

120 and 125 volts. Designed fo 
(Continued on page 254) 
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AVAILABLE FOR THE ASKING—This reader-service 


is de- 


signed to provide foundrymen with “idea” and reference 


material. 


Listings are selected from company product lit- 


erature and reprints of special FOUNDRY editorial articles. 


50. Blowers & Exhausters 
Buffalo Forge Co.—Where constant 
pressures in volumes up to 5500 
are required for oil or gas fur- 
cupola work, gas boosting or 
any other such service, type E and 
RE electric blowers will do the job. 
For a blow-by-blow description of 
units along with tabulated 
apacities, static pressures, specs and 
line drawings, get 8-page bulletin 
3014-D. 


51. Engineering Cast Irons 


naces, 


tnese 


International Nickel Co.—28-page 
reference bulletin ‘Guide to the Se- 
tion of Engineering Irons’ con- 


ns 27 tables, charts and photomi- 
graphs to show how, through use 
f nickel alone or in combination 
with other alloying elements, the en- 


gineering properties of cast iron can 
controlled to meet almost any 


reasonable combination of service re- 
juirements. 


52. Are Welding Equipment 
Harnischfeger Corp.—‘Everything 
‘or Arc Welding” is just what is 
ered in 20-page pocket size book- 
of the same name. Contents de- 
be and illustrate various type ac 
nd de arc welders, welding genera- 
welding positioners, welding con- 
trol systems, are torches, arc weld- 
ng accessories and welding elec- 


trodes. 


53. Handling Equipment 
Webster Mfg., Inc.—One Webster 
a lot to do with words, but this 
Webster uses some of them to 
be the company’s various mate- 
‘ials handling devices for moving 
ny bulk materials, including coal, 


de- 


‘ap, chemicals and sand. The com- 
ny’s facilities are covered in de- 
It has 32 pages of facts and 


tures, 


54. Tellurium in Chill Control 


\merican Smelting & Refining Co 


Want to give your cast iron the 
ls? Then get 16-page booklet 
Tellurium in Chill Control.” It re- 


nts two FOUNDRY articles entitled 
Structural Aspects of Tellurium and 
Additions for Chill Control 
by E. A. Loria and 


sraphite 
Cast Iron,” 


—— Additional Information? 


For additional information on any of the items described 


“Use of Telluriiim in Promoting Chills 
on Gray Iron Castings,” by Dr. C. R. 
Austin. 


55. Foundry Dust Control 
Claude B. Schneible Co. 
foundry dust-creating operation 
be controlled by a Schneible 

lecting and ventilating 

cording to 28-page bulletin 47. Book- 
let contains perspective drawings and 
photos of systems for all departments, 
and describes function of the Uni-Flo 


Every 
can 
just col- 


system ac- 


hood, Multi-Wash collector, dewater- 
ing tanks, skimmer type settling 


tanks and the Velocitrap. 


56. Electrical Products 

Ideal Industries, Inc.—Here’s a 
catalog what am! It has 66 pages of 
descriptions, photos and specifications 
of electrical and machinery products. 
Can’t begin to list everything in 
but you'll not want to pass it up. Just 
send for form No. X-1. 


57. Abrasive Disc Wheels 
Besly-Welles Corp. Besly-Titan 
resinoid bonded abrasive discs and 
wheels might just as well be the “bes 
l’il titans” you ever met considering 
the titanic grinding job they can do. 
You can them and read about 
them in 50-page pocket-size manual 
“Besly-Titan Abrasive Discs & 
Wheels.”’ Speed tables, prices 
lustration and 4 
grinders are included. 


58. Refractories Data 


if 
aly 


see 


se rintion 
description 





Ironton Fire Brick Co.—Help your- 
self to “Handy Data for Users of Re- 
fractories,’”’ an 8-page bulletin chuck 
full of tables on standard series brick 
cupola blocks, and wedge arch 


and circle brick used to build, re} 
or reline furnaces. Some engineering 


calculations are squeezed in too, 


59. Cobalt 60 Radiography 
Tracerlab Inc.—For low cost non- 

destructive inspection of metals and 

metal parts, try ‘Cobalt Radiog- 


raphy Sources.” 


60 


12-page booklet of 


the same title describes this gamma 
ray source, containers for it and re- 
mote magnetic handling equipment. 


personnel’ safety 


and 


also covered. 


Monitoring 
equipment 1S 





under “New 


Equipment and Supplies,” “Trade Publications” or “Ideas for Foundrymen” in 


thie 


s issue—simply circle corresponding item numbers on one of these cards 


9-52 
on 














& 

2 

oe 

c 
oO 

‘= > 

= S 

= me 

pa a 

re) be 

ow wy 
c 

ie > 

O § 

‘c <i 

= = 

8) S 

= = ‘ 

oe) = 

~ i he 2 = 
= ro) 

- ran 2 

a on ) 

A oo : 

uw) = a 

> a+ E 

A. 26 S 

U Lv . 

~ = "3 . 2 

> 2 2 2 Bl & 

— mw Yv x < m2 

ao FD c = Bi 5 

= rv) ¥ Lr 

Oo s g . ni n) a 

Z a wv ee n Si 3 

< rs; 4 = fy ie Ss S 

~o 2D A) ml as “jw Be. 

. o 4 ai 93 8 BI g 

O @ 2 5 mo O as Q cet 

a a. a. 7) & © Da ed < & 

} 16 31 46 61 76 91 106 121 136 

i 2 17 32 47 62 77 92 107 122 137 

} 3 18 33 48 63 78 93 108 123 138 

4 9 34 49 64 79 94 109 124 139 

5 20 35 50 65 80 95 110 125 140 

6 21 36 51 66 81 96 111 126 141 

7 22 37 52 67 82 97 112 127 142 

8 23 3 53 68 83 98 113 128 143 

9 24 39 54 69 84 99 114 129 144 

10 25 40 55 70 85 100 115 130 145 

iB 26 41 56 71 86 101 116 131 146 

12 27 42 57 72 87 102 117 132 147 

13 28 43 58 73. «888 103 118 133 148 

14 29 44 59 74 89 104 119 134 149 

15 30 45 60 75 90 105 120 ©6135 150 
NA = 
nh .45 
@€o6os3:7 
WZ. 
~.,ue 
wm Sa 
gga § 
Ra § = 
mow 











BUSINESS REPLY CARD 


No Postage Stamp Necessary if Mailed in the United States 
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7. Graphite Pipe & Pumps 
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RARE EARTHOS 


RARE EARTH” materials, which have commanded 
great and growing interest even as imported from 
foreign sources, can now be produced in abundance 


within the United States. 


[he Molybdenum Corporation is able to report that 
highly modern facilities are being installed and rapid 
growth provided for. Technical research, looking 
toward new and better employment of these materials, 
has been extensive and will continue. Consultation 


with present or prospective users is invited. 


As a supplier of Molybdenum, Tungsten, Boron, and 
other alloying materials, the Molybdenum Corpora- 
ion welcomes correspondence on any application 


€ requirement. 


MOLYBDENUM 


ptember 1952 


AMERICAN Production, American Distribution, American 
Control, Completely Integrated 


Offices: Pittsburgh, New York, Chicago, Cleveland, Detroit, 
Los Angeles, San Francisco 


Sales Representatives: American Steel and Supply Co., Chicago3 
Edgar L. Fink, Detroit; Brumley-Donaldson Co., Los Angeles, 
San Francisco 


Subsidiaries: Cleveland-Tungsten, Inc., Cleveland, O.; General 
Tungsten Manufacturing Co., Inc., Union City, N.J. 


Works: Washington, Pa.; York, Pa. 
S37; IVE = 


~ 


CORPORATION OF AMERICA 
Grant Building Pittsburgh, Pa. 











TO BIG TIME AND 
LABOR SAVINGS IN 
YOUR PATTERN 
SHOP 


The SCIENTIFIC 
CAST PRODUCTS Corp. 


1390 East 40th Street 
CLEVELAND 3, OHIO 


2520 West Lake Street 
CHICAGO 12, ILLINOIS 
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(Continued from page 250) 
high-bay lighting, the lamps should 
be spaced no farther apart than the 
mounting height of the lighting units 
for even distribution. No special fix- 
ture is required except where needed 
for protection from spattering liquids. 
The new units have a high initial 
efficiency and a high continued out- 
put because of the protection of the 
reflecting surface from dust and oily 
deposits. Original efficiency is re- 
stored without cleaning when lamps 
are replaced. 
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Chisholm-Moore 
Tona- 


Electric Hoist: 


Hoist Corp., Fremont Ave., 
wanda, N. Y.—-Push-button control 
electric chain hoist is available in 





vo 
%° 


ea 


~ 


Nai 
capacities from 250 to 2000 lb. It 
operates on single phase, 220 or 440 
v power line. Regardless of voltage 
used, no more than 110 v_ pass 
through control station. It features 
sensitive load control for quick spot- 
ting, upper and lower safety limits, 
helical gears, positive chain guide, 
precision bearings, fully enclosed 
mechanism and permanent lubrica- 
tion. 
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Crawler Fork Lift: 
Tractor Corp., Churubusco, 
Crawler fork lift is designed for op- 


American 
ind.— 





eration indoors and outdoors on all 

types of terrain. It has performed 

successfully in mud up to 6 in. deep, 
(Continued on page 256) 
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e 
Plate Vibrators 
Trouble-free service assured by uniformly 


hardened heads, tough steel body and hard 
chrome-plated piston. Made in three siyles 








Los 


and 13 sizes. Spring and angle 
springless types. The fast posi- 
tive action of the ‘“‘BRANFORD” 


assures a quick draw. 








Clean ‘Fiske Faster... 
Eliminate Flask Damage 





With the 
“BRANFORD” 


Phisiesiails Flask Rapper 


A powerful vibrating unit that will deliver 
unfailing service day after day under tough- 
est conditions. 

Made in seven sizes to handle flasks from 
20” square up to 20’ by 24’ x 4 deep, 
green or dry sand. Jaw takes wide varia- 
tion of flask flanges. 

Send for questionnaire. We will quote on 
proper size for your work. 





Instant, sure-starting ‘‘BRANFORD”’ vibro- 
tors on hoppers get the sand to the mold 
as needed. No slow downs, no sledging fo 
damage equipment. 

Write for general catalog. 








NEW HAVEN 


gs, Vibrator Company 


WEY 





130 CHESNUT ST. 
NEW HAVEN, CONN. 
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Class Y Compressor 


— and only a simple foundation is needed for this exceedingly compact 
unit. 

Shipped intact as a “package” requiring only external connections. 
the Class Y is easy and inexpensive to install, and may readily be 
moved, intact, to another location if desired. 

Yet it is built for continuous, heavy-duty service, with CP features 
that assure high efficiency and low maintenance . . . large area Simplate 
valves ... multi-step capacity regulation . . . effective inter-cooling . . . 
precision bearings . . . force-feed lubrication. 

In sizes from 75 hp. to 250 hp., 500 efm to 1663 cfm: with direet- 
connected, flange-mounted synchronous or squirrel cage motor. Also 
available with belted and coupled motors. 


Write for Bulletin 766 


Cuicaco PnNeumaric 


TOGL COMPANY 


ANNIVERSARY General Offices: 8 East 44th Street, New York 17, N.Y 





PNEUMATIC TOOLS © AIR COMPRESSORS © ELECTRIC TOOLS © DIESEL ENGINES 
ROCK DRILLS * HYDRAULIC TOOLS * VACUUM PUMPS © AVIATION ACCESSORIES 
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SLING CHAINS 


pei), M Leh 
eis it 
SuiwG CHAIN 


(> 


PREFERRED.. . 
because of 
proved advantages 


in use 


Production Executives and Safety Directors look for 
many things in a sling chain—greatest strength, maxi- 
mum safety, lighter weight, handling ease, resistance 
to wear, minimum cost against service life. 


Because they found all these advantages in HERC-ALLOY 
by on-the-job experience, it became a matter of course 
to prefer and specify HERC-ALLOY Sling Chains. 


COLUMBUS McKINNON CHAIN CORPCRATION 


Affiliated with Chisholm-Moore Hoist Corp. 


Data Book No. 3 which 


contains helpful 


infor 


GENERAL OFFICES AND FACTORIES: TONAWANDA, N. Y. 


mation on sling chain District Offices: New York « Chicago « Cleveland 


selection and use 


Othe- Factories at Angola, N. Y., Dixon, IIl., St. Catharines, Ont., Can., 


and Johannesburg, South Africa 


(Continued from page 254) 
and, when equipped with rubi 
track shoes, it can work inside wa 
houses and factories. In addition 
its uses as a fork lift, the unit 
be converted, with attachments, 
use as a bulldozer, angle doz 
loader, snow plow, and for vari 
other applications. It is available 
2000, 4000 and 6000 Ib capaciti 
with lifts of 6 ft, 8 ft 7 in. and 
ft. 
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Mixer: Kent Machine Co., Cuya- 
hoga Falls, O.—Continuous mixer re- 
ceiyes, proportions, mixes and deliv- 
ers material automatically. Two or 


more ingredients can be mixed. The 
slicing, turning, shoveling action is 
variable and adaptable to a wide 
range of requirements. Three sizes 
are available. In operation, the ma- 
chine is set and started. Thereafter 
it operates automatically, leaving the 
operator free to do other work. 
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Respirator: Mine Safety Appli- 
ances Co., Braddock, Thomas and 
Meade Sts., Pittsburgh 8—New dust 
respirator weighs 234-0z and features 


minimum breathing resistance. Small 
overall width of the filter holder re- 
duces blind spot area in the down- 
ward vision. Construction of the 
sembly permits quick changing 


(Continued on page 258) 
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Save critical alloys 


WITH AJAX-NORTHRUP 
INDUCTION 
MELTING 







































High speed melting enables Ajax-Northrup 
high-frequency furnaces to recover all of 
the nickel in the charge, 99% of the 
chromium, 95% of the molybdenum... 
consistently high percentages of every 
alloying element. 

The difference ‘between these figures 
and the performance of ordinary furnaces 
represents savings...both of money, 
and of critically hard-to-get alloys. 

For instance, a 2% chromium saving 
in one Ajax-Northrup equipped foundry 
saves ten tons of ferrochrome a month, or 
$60,000 a year. (Melting capacity 
1,000,000 Ibs. a month—63% ferro- 
chrome @ 25¢/lb.) 

$60,000 a year pays for the furnaces 
in short order—and the chromium saved 
is enough for an extra 70,000 pounds of 
18 and 8 stainless steel a month. 

The figures are slightly different for 
other critical alloying elements. But the 
arithmetic’s the same—the total savings 
frequently just as impressive. 

Besides saving metals, Ajax-Northrup 
furnaces melt at extremely high speed, 
with composition controlled within 
0.25%, pouring temperatures within 
20°F. 

There’s an Ajax-Northrup furnace to 
fit every melting job, including yours. 
Write us today for details. 
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SEND FOR NEW INDUCTION 
HEATING AND MELTING BULLETIN 









ELECTROTHERMIC 


CORPORATION 


AJAX PARK 
TRENTON 5, NEW JERSEY 
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Associate Companies 
AJAX ELECTRO METALLURGICAL CORP. 
AJAX ELECTRIC FURNACE CORPORATION 

AJAX ELECTRIC COMPANY, INC. 

AJAX ENGINEERING CORPORATION 
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THE MIXING “CANDIDATES” 
o% 
MODERN FOUNDRYMEN 


Laucarster 


MIXERS 








EBG 41. “Lancaster” Mixer 
Heavy Production Unit of the 
“Lancaster” Line which = in- 
cludes 7 unit sizes and 27 types. 


FOR 
@® CORE SANDS 
@ FACING SANDS 
@ GENERAL PURPOSE SANDS 


By bringing modern machine tool precision 
to the mixing process, ‘‘Lancaster’” Mixers have 
helped foundrymen eliminate waste in the mixing 
of core sands ... facing sands ... and general 
purpose sands. 

In core sand mixing, “‘Lancaster’’ Mixers ef- 
fect substantial savings in oil and binders with 
no sacrifice of controlled core strength or other 
desired characteristics. 

For mixing facing and general purpose sands, 
“Lancaster’s’” rapid counter-current mixing- 
mulling action permits reclamation of a higher 
volume of used sand .. . avoids lumps and 
nodules and the need for aeration after mixing. 

With “Lancaster” Mixing, grain sizes are de- 
pendably distributed and preserved throughout 
the mixing process. Binders of any kind are 
mixed with maximum efficiency. 

Power requirements? “Lancasters” are misers, 
operating at maximum capacity on minimum 
power. 

Write today for free bulletin devoted espe- 
cially to “Lancaster” Mixers in the foundry in- 
dustry. No obligation. 


POSEY IRON WORKS, Ic. 


rick Machinery Drvision 
LANCASTER, ) ae >a, a, a em ae Pen a Ee ae. \ 
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(Continued from page 256) 
filters and easy replacement of paris, 
The formable aluminum facepiece 
readily is molded to all normal fa 
contours, and the replaceable fa 
cushion conforms to all facial lines to 
assure a perfect seal without uncom- 
fortable pressure. Throw-away filter 
is made of charged resin-treated felt 
which creates a static electrical field 
and supplements the mechanical filter- 
ing action by trapping dust particles, 
Air intake is located at the lowest 
point of the respirator so that counter 
gravity flow reduces entry of heavier 
dust particles, thus extending filter 
life. 

For More Details Circle No. 17—Page 251 


@ 


@ 


Air Blaster: = chelsea Fan & 
Blower Co., Inc., 639 South Ave., 
Flainfield, N. J.—Heavy-duty, high- 
velocity, portable air blaster for in- 





dustrial applications can be used as 
either exhauster or blower. The di- 
rect-drive, ball-bearing motor is to- 
tally enclosed, and the cast alumi- 
num, nonoverloading airfoil propeller 
is protected by heavy mesh wire 
guards at both ends. The machine 
will operate with flexible canvas tub- 
ing and where static pressure is en- 
countered. Sizes from 18-in. to 42- 
in. move air at from 6600 to 34,000 
cfm. The blaster is also available in 
floor mounting without stand. 

For More Details Circle No. 18—Page 251 


Metal Loader: c. M. Kemp Mtg 
Co., Baltimore 2, Md.—Automatic 
loader for charging metal into melt- 
ing pots consists of a detachable cart 
and a hoisting mechanism for rais- 
ing the loaded cart, dumping load 
into furnace and returning cart to 
the floor. Cart is equipped with 
Wheels and bail type handle for floor 
transportation in gathering the metal 


(Continued on page 260) 
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may LOOK alike... 


but on the job you really SEE the difference 


To ALL outward appearances any two grades of shot: 
or grit may appear to be as much alike as peas in a 
pod—but there the similarity ends. Rarely do they 
perform alike. 


In using HI-GRADE Shot and Grit you’ll find there 
IS a difference . . . a recognizable value far beyond 
purchase price that shows up in extra performance 
on the job. 






HI-GRADE SHOT 
UNIFORM SIZE 
AND HARDNESS 
Withstands repeated strain, stress 
and wear. Exclusive alloying and 
fempering process helps prevent 
rust; minimizes impact fractures. 









Though you may be satisfied with the material you 
are now using, it is just good business not to deny 
the promise of uniform, lower cost, more efficient 
blast-cleaning which HI-GRADE Shot and Grit can 
fulfill for you. 
















HI-GRADE GRIT 
SHARP, TOUGH 
AND DURABLE 


Made of same material and proce 
essed by same methods as 
Hi-Grade Shot. Cleans with maxi- 
mum efficiency. Reduces equip- 
ment wear and maintenance costs. 






You can’t be blamed for wanting longer use-life 
in the abrasives you use—more eflicient cleaning and 
peening—a better finish in less time. Get these advan- 
tages with HI-GRADE Shot and Grit. Requisition a 
trial quantity today. You'll never regret it. 













Packed in 100 Ib, Bags—Ready for Immediate Shipment 


HI-GRADE SHOT AND GRIT MORE THAN MEETS S.A.E, SPECIFICATIONS—SCREENED AND GRADED FOR 100% USAGE 


Clayton-Sherman Gasiw Gneany 


MANUFACTURERS OF QUALITY-CONTROLLED SHOT AND GRIT 


Representatives in Principal Cities 


3896 LONYO ROAD x DETROIT 10, MICHIGAN 
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A. re YOU CAN BE S@RE 


OF SLAG-FREE CASTINGS 
WITH... 
CERAMIC 


Stoeir(pias 


B cu down on rejects . . . make every 
casting a good one— by using American 
Ceramic Strainer Cores. American Cores 
remain round and uniform during the pour- 
ing operation . . . slag remains on TOP of 
the core. The result? An evenly poured, 
casting EVERY time. 

American representatives will quote prices 
on any size Strainer Core. 





slag-free 


Write today for samples and descriptive 
literature. 


AMERICAN CLAY FORMING COMPANY 
TIFFIN, OHIO TYLER, TEXAS 
National Sales Representative 
Williston & Company, Delta, Ohio 


MANFACTURERS OF SPECIALIZED REFRACTORIES 
FOR OVER 30 YEARS 


Metallurgical Chemists 


Since 1903... 


SPECTROCHEMICAL ANALYS!S 


Qualitative and Quantitative 


METALLOGRAPHERS 
PHYSICAL TESTING 


FOUNDRY AND METALLURGICAL 
CONSULTING ENGINEERS 


Charles C. Kawin 


COMP 


431 So. Dearborn ey pe 5,-Illinois 
P.O. Box 2035, Buffalo 5, N. Y. 





(Continued from page 258) 


charge. The handle is engag: 
hoist hooks for raising. Guide ; 

on the cart ride in grooves , th 
hoist frame. These grooves guid. th, 
cart over the furnace and til: th 
cart for emptying. 

For More details Circle No. 19—Page 251 


Goggles: Fendall Co., 4631 Sort! 
Western Ave., Chicago 25—New lin 
of cup-type goggles includes chi; 





welders, and dust and splash goggles 
Each cup is molded individually to 
conform to both right and left ey 
areas of the face, with smooth, wide- 
bearing facial contact surfaces that 
distribute the weight evenly for added 
comfort. More than 300 perforations 
in side shield are said to allow am- 
ple air circulation, and added venti- 
lation through slots in lens ring pro- 
vides circulation across inner lens 
surface to reduce fogging. Cups are 
said to be unaffected by moisture o1 
perspiration. 

For More Details Circle No. 20—Page 251 


Creep Tester: Arcweld Mfg. 
140 46th St., Pittsburgh 1—Lever 
arm creep testing machine of 12,000 
Ib capacity has been designed for 
convenience and reliability in cree} 
rupture tests and regular creep test- 
ing. Developed by the research lab- 
oratory of Heppenstall Co., Pitts- 
burgh, it is manufactured and sold 
by Arcweld Mfg. Co. Features in- 
clude a power-operated lifting mech- 








anism for weights used for loading 
specimens and a base with leveling 
screws and a new type of shock ab- 
sorber and vibration isolator. Tes? 


<7) 
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may be made in three heating zones 
to a maximum of 1800° F. Tempera- 
tures in the three zones can be reg- 
ulated from the control panel. Speci- 
grips are of special heat-resist- 
ant alloy steel and extension grips 
are Of heat-treated and chrome- 
plated steel. 





me 
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Shot Tester: Precision Shot Co., 
159 Pierce St., Birmingham, Mich.— 
Portable, bench-type machine for 
abrasive shot and grit testing is used 
to subject samples to repeated im- 
pact in a manner similar to that in 
production shot blasting machines. 
Useful life of the different shot sam- 
ples is indicated by screening the 
samples through standard sieves af- 
ter a standard length of time in the 
machine. Unit is powered by a %4-hp, 
110-v motor and uses a 50-gram shot 
or grit sample. It is recommended 
for acceptance testing of shot ship- 
ments as well as for laboratory test- 





ing. Machine tests a sample in less 
than a minute. Total time to obtain 
results is approximately 5 min- 


For More Details Circle No. 22—Page 251 


Cab Windows: cast Optics 
Corp., Riverside, Conn.—Cast plastic 
sheets, said to be as clear as plate 
glass, their light transmission factor 
being 92 per cent, are being used to 
glaze cabs of Harnischfeger Corp. 
ranes and excavators. The plastic is 
resistant to mechanical and chemi- 
al crazing and has high abrasion re- 
sistance, it is claimed. Other features 
laimed are resistance to impact, 
‘themical action, and spatter of molten 
metals. Sheets are available in stand- 
iri sizes from 36 x 48 in. to 46 x 
%6 in. and in thicknesses from 0.02 

.O in. 
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Inspection Cabinet: Bar-Ray 

ducts Inc., 209 25th St., Brooklyn, 

N. Y.—Cabinet is fabricated for ra- 

graphic or fluoroscopic inspection 

parts. It is designed for straight 

or rotary operation. Trays for 
(Continued on page 264) 
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Specially designed hopper bucket makes 
cupola lining more efficient. Bucket is 











U placed on frame by use of a lift truck. 


Solve Your Material Handling 
Problems With PENN IRON 
SPECIAL EQUIPMENT 


In lining cupolas, Textile Machine Works foundry in Reading, 
Pennsylvania, had difficulty handling the clay mix used with 
their Bondactor equipment. After a study of the problem, Penn 
Iron Works, Inc., designed, engineered and manufactured this 
special hopper bucket for maximum handling efficiency. 


Whatever the bulk-material handling problem in your plant, 
Penn Iron Works, Inc., will be glad to help with its solution. Our 
wide experience in designing and manufacturing all types of 
buckets and special handling equipment for foundries can help 
you cut costs... save time .. . increase efficiency. 


Samm For Further I nformation Write: 


PENN IRON WORKS, INC. 


READING, PENNSYLVANIA 
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No. 21 Type C. F.—Jolt, Squeeze and Pattern Draw—Automatic Push Button Control 


three new steps 
im the operating cycle 
for sreater 


molding ease 








When automatic jolting and squeezing have been the turn-over rollers (Picture No. 2), and turned 
completed, the pattern is drawn from the mold — above the moving conveyors. The mold is low- 
on rollers (Picture No. 1) and automatically — ered (Picture No. 3) on to a moving conveyor, 
pulled to the roll-out extension. It is moved to — and the clamps automatically released. 
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fully automatic operation 





Tl 












makes better molds faster 
with this 
remarkable new 


CL We ie 
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“push button’ 





molding machine 






NEW ECONOMY .. . NEW FLEXIBILITY . . . NEW SAFETY 







From start to finished mold, the Nicholls #2] “quality points” that reduce maintenance 
Type CF Jolt, Squeeze and Pattern Draw costs . . . the know-how that almost half 





Molding Machine is push-button controlled 





a century of building quality molding ma- 








to eliminate dangerous risks, costly mistakes 





: ; chines has made possible. If you’re interested 
—to give you finer molds continuously. Pre- 






cision built for lone vears of service in better quality molds at lower cost—investi- 






made with all the safety-devices, the hidden gate these machines now. 










For complete information 
write to: 
Wem. H. Nicholls Co., In¢ 


Richmond Hill 18, 





Long Island, Ve u } ork 
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Chicago 


MOUNTED 


aven better 
with 


74E Bone 


the new miracle 
grinding wheel bond 


Choose Chicago Mounted Wheels - 
bonded with 79E Bond — and you'll 
never buy any other! This tough new 





grinding wheel bond, exclusive with 
Chicago Wheel, has taken the indus 
trial world virtually by storm, doing 
a better grinding, burring and finish- 
ing job faster. Greatest selection of 
sizes and shapes for every application 
Best of all, deliveries are good 
ready when you need them. Try 79] 
Bond Mounted Wheels 


WRITE today for full information 
and literature. It's free. 


CHICAGO WHEEL 


& Mfg. Co. 


Dept. F * 1101 West Monroe Street 
Chicago 7, Illinois 


OFFICES IN PRINCIPAL INDUSTRIAL CENTERS 
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(Continued from page 261) 
holding film and parts are moved 
into cabinet from either end, facili- 
tating x-ray exposure. After each ex- 
posure, doors are raised and parts 
trays are moved into position for 
next exposure. Cabinet is of all lead- 
lined metal construction. It has pneu- 
matically operated lead-lined sliding 
doors, which afford the operator pro- 
tection from all radiation. 
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Surface Grinder: PDQ Grinder 
Co., Six Manhasset Ave., Port Wash- 
ington, N. Y.—-Surface grinding ma- 
chine is designed for fast and accu- 





rate generation of flat surfaces on 
various kinds of metal parts includ- 
ing gray iron, steel, tool and stain- 
less steels, die castings of aluminum 
or zine, bronze and numerous al- 
loys. Grinder employs a 12-in.-diam 
cylinder type grinding wheel mounted 
in a vertical plane and recessed with- 
in the work curface of the grinding 
table. Surfaces as wide as 91%s-in. 
can be finished, and the amount of 
stock removal is regulated by a posi- 
tive feed control governing the depth 
of cut for various classes of work. 
Front section of the work table may 
be removed, permitting grinding of 
parts having side obstructions or an- 
gular surfaces. The main drive is 
from a 2-hp vertical mounted motor 
through multiple V-belts to a float- 
ing spindle pulley carrier. Accessory 
and other equipment includes a mo- 
tor-driven dust removal system for 
dry grinding and a complete coolant 
having a_ built-in 
driven pump and separate tank for 


system motor- 
wet grinding. 
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Handler: Tracerlab Inc., 130 High 
St., Boston 10—Magnetic remote 
handler has been developed for po- 
sitioning and manipulating radioac- 
tive sources encased in ferromagnetic 
materials, with increased safety for 
radiographers. Weighing 2 lb, 15 oz, 
the handler is constructed of alumi- 
num tubing and has a 12-in. chrome- 
plated, flexible gooseneck leading to 











for better 


ALUMINUM castings 
at lower cost 


FOSECO 
ALL-IN-ONE 
TREATMENT 





Piunger 





Coveral 
Slag 


















Molten 


Degaser 
Aluminum 


Tabiet 












The easiest and most efficient 
method yet devised for degassing 
and grain refining all aluminum 
alloys. 


Reduces metal loss 
Prevents oxidation 
Removes dirt and slag 
Metal-free dross 
Eliminates gas holes 
Refines grain size 

Aids feeding 

Increases fluidity 
Increases physicals 


EASY—EFFICIENT 
ECONOMICAL— SAFE 


Melt aluminum under protecting 
layer of FOSECO COVERAL #11. 
Ten minutes before pouring, 
plunge a FOSECO DEGASER #190 
tablet into the liquid metal. Skim 
the dross and the metal is ready to 
produce finest castings. 


FOSECO COVERALS — DEGASERS— 
GRAIN REFINERS — Available for all 
aluminum alloys. Backed by nearly 
a quarter century of “know-how” 
and experience. 


MAKE YOUR OWN TEST! Write today 
for samples and complete informa- 
tion. If you have a special problem, 
tell us about it—we will be glad to 
help you. 


HHH HHH HF 


FOUNDRY 
SERVICES, Inc. 


280 Madison Ave., Dept. F 
New York 16, N. Y. 
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a short, stainless steel tip. A perma- 
nent magnet is encased in the tip 
and a cast aluminum grip, curved to 
fit the hand, is depressed to with- 
draw the magnet from the inner sur- 
face of the tip and thus release the 
source. Unit is 6 ft long. 
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Primer Sealer: Maintenance 
Material Co., 2200 North Third St., 
Milwaukee 12—-Nontoxic lacquer type 
primer sealers have been formulated 
to give a hard, nontacky protective 
film to castings and parts while in 
process, transit, or storage. They 
may be applied by dip, spray or brush 
to any clean, dry, oil-free surfaces. 
Part is ready for transit, storage or 
machining in 10-15 minutes. After 
machining, casting should be washed 
clean of chips, oils, greases, and dirt 
before applying finish paint coat. 
Sealers are said to resist oil, alkali, 
water, scuffing, flaking, chipping, 
and temperatures to 270° F. 

For More Details Circle No. 27—Page 251 


Sander and Grinder: Max Mfg. 
Co., 1388 Stockton Ave., San Jose 26, 
Calif.—The company has introduced 
a 20-in. disk sander and _ grinder 
which reproduces the features of its 
16-in. model. Like its companion 
model, the new one can be_ used 
either as a sander for woodworking 
or a grinder for metalworking. Used 
as a disk grinder on metal, it elimi- 
nates many costly machining opera- 
tions. The table tilts quickly and 





easily to any angle from 45 degrees 
to 45 degrees down, even when 
rinding large surfaces. The cast 
uminum disk can be easily and 
lickly removed. The machine does 
t require bolting down. 
For More Details Circle No. 28—-Page 251 
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Ready-Power Drive is full electric drive featuring 


simple handling and full control, but with no limit 
to the hours of operation at peak efficiency. No won- 
der operators on incentive jobs prefer Ready-Power 
equipped trucks . . . they get more 


work done with less effort! 






Remember... Your Truck Is No Better Than Its Power! 


The READY-POWER Co. 


3813 Grand River Ave., Detroit 8, Michigan 





Manufacturers of Gas and Diesel Engine-Driven Generators and Air Con- 
ditioning Units; Gas and Diesel-Electric Power Units for Industrial Trucks 


or 
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Purdue University Converts to 





Modernized Foundry 


By JAMES W. MAYER 


Purdue University 
West Lafayette, Ind 


ONSCIOUS of the foundry in- 
dustry’s demands for engineers 


A 


foundry production methods, Purdue 


with a _ practical concept of 


University has completely redesigned 
its foundry. In the $120,000 conver- 
sion, the foundry was changed from 
a dirt-floored, poorly ventilated job 
shop foundry, to a flexible production 
layout. 

It is a foundry designed primarily 
for engineers. Set up on the basis of 
a three-phase program, its first pur- 
pose is to acquaint the undergraduati 
engineers with the foundry industry 
so that the knowledge of the advan- 
tages and methods of casting proc- 
esses can be applied to the relation- 
to economical produc- 
nstructior 
he actual 
production of castings for the ma 

ne hops and welding cours: a 

as Nandling the extensive re 


lopment programs of 


Student at a jo!t-squeeze mold 
ing machine is closing a mold 


“06 FOUNDRY 


was necessary to have enough of the 
elements of a modernized foundry to 
illustrate the importance of mechani- 
zation and yet include enough basic 
principles to highlight the fundamen- 
tals behind foundry operations. It was 
felt that any system installed would 
have to be flexible enough to permit 
every student to operate each type of 
equipment without, however, decreas- 
ing production efficiency of the unit. 

Prof. C. T. Marek of the General 
Engineering staff at Purdue started 
the planning of the new foundry lab- 
























Profs. C. T. Marek, H. A. Mont- 
gomery, and L. D. Weast, sec- 
ond, third, and fourth from left, 
fiil a double shank ladle which 
will be poured by students 


oratory in 1950. He worked with the 
Industrial Advisory Committee of th: 
Foundry Education Foundation, a1 
advisory group which was headed at 
that time by Paul Harlan, vice presi 
dent of the Electric Steel Casting Co 
The present chairman is Fred Carl 
resident manager, Fabricast Division 
of General Motors Corp. 

A major task in the conversion to 
a semimechanized foundry was rip- 
ping out the old equipment—the cu- 
pola built in 1898 was the first of the 
antiques to go. Fortunately, some of 
the basic equipment such as the jolt 
squeezers, production molding ma- 
chines and cleaning equipment could 
be used in the new setup. The floor 
plans were drawn up so that the 65 
x 105-ft floor space would be large 
enough to handle the change with- 
out a major modification of the build- 
ing. An addition 15 ft wide was 
erected along the length of the found- 
ry to provide for additional labora- 
tory and storage space. 

Working with the shell of the old 
layout, the first job in the mechani- 
zation was the excavation for the 
sand-handling system. This two-level 
system carries sand as _ it 
through the four shakeout grates to 
the belt conveyor that operates un- 
der the cement floor. The sand trav- 
els over a magnetic pulley into a 
bucket elevator that discharges the 
sand through a vibrating deck screen 
into either the ferrous or nonferrous 
sand storage bins. 

A skip hoist carries the sand from 
the bin discharge gates, when needed, 
up into the muller that is set at the 
floor level. The sand is carried from 


drops 


(Continued on page 268) 
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pletely or partially automatic by theaddition 
of suitable time control apparatus. Thus 
you can substitute a predetermined, uni- 
form procedure for the individual judg- 
ment of the operator, controlling minutely 
the length of tempering, the quantity of 
bond and all other factors. The result is 
consistent uniformity in the characteristics 
of your sand, one of Clearfield’s many 
outstanding services. 

For any sand preparation need there’s 
a Clearfield Mixer. Write today for 
Catalog No. 79 for complete details. 





CLEARFIELD One of nine No. 920 Clearfield Mixers, all equipped with 


MACHINE COMPANY automatic controls, located in a large Eastern industria 
CLEARFIELD plant. 
PENNSYLVANIA, U.S.A. 
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which sand falls to a 40-ft belt 


(Continued from page 266 

the muller to the group-bin molding 
stations by a 4-cu-ft capacity bottom 
dump bucket that travels along th 
overhead crane system. Each of the 
four group bins holds about 16 cu ft 
of sand which is used by the molding 
machines as well as the four molding 
benches built into each group bin 

The nucleus of the fundamental 
machine instruction will be the four 
portable jolt-squeezers, with the six 
other types of molding machines in 
the foundry used for production re- 
quirements. For example, in the pro- 
juction of drill press bases for the 
Purdue machine shop, the drag will 
rollover 
pattern draw; the cope will be turned 


be made on a jolt-squeezs 


out on a jolt-squeeze pin Strip pe 


The cope and drag for the drill press 


268 


Molten aluminum is tapped into a hand ladle 
from the 200-lb capaciiy gas-fired furnace 


Molds are dumped over a floor grating through 
conveyor 









table will be made simultaneously on 
a jolt rockover footdraw. 

As in molding operations, the core- 
making varies from hand operations 
to the high production core blowers. 
along 
with an oven and portable muller, 
comprise some of the other coremak- 
ing equipment. For the most effi- 


Jolt-squeeze hand _ rollovers, 


cient handling of sand additives, such 
as cereal and seacoal, the foundry en- 
gineering staff improvised its own 
storage bins 

In the study of cast iron, steel, 
brass and aluminum for class opera- 
tions, the melting system depends 
primarily on a 21%-ton capacity cu- 
pola, direct and indirect arc furnaces, 
two induction furnaces, and a gas- 
fired furnace. Two 500-pound bull 
ladles are used to receive cupola 





Students shift weights and pouring jackets 
while student holding ladle skimmer watches 








One of the women students helps load cast- 
ings into an airless blast cleaning machine 


metal and transfer it to hand ladles 
poured by students at their mold 
bays. Like the bottom-drop buckets, 
the bull ladles are suspended fron 
two overhead crane systems. Th 
systems serve a dual purpose in car 
rying metal from the cupola and 
other melting furnaces to the pour- 
ing floor and sand from the mulle! 
to the molding floor. 

The cleaning room is functional in 
nature with the conventional sand 
blasts, abrasive machines 
tumbling mills, band saw and grind- 
ers. The utility room, located be- 
tween the cupola and the cleaning 
room, contains maintenance equip- 
ment, some of the research projects 
and the hydraulic hoist that carries 
cupola charges from the delivery 


airless 


(Concluded on page 270) 
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material 
handling 
expense 




















Material handling is non-productive labor that 


speeds up productive labor if you do it right. 


Ajax Lo-Veyors are cutting costs of hand- 
ling bulk materials in foundries, chemical 
processing, food plants, abrasives, ceramics and 


many other industries. 


Ajax Lo-Veyors are made in a wide 
range of open and closed pan and 
tubular types to meet standard, sanitary, 
explosive, poisonous and corrosive condi- 
tions. They are complete units, easily in- 
stalled on or below floor or suspended 
from wall or ceiling. Low installation and 


Operating cost. 


a 
‘TZ 


AJAX FLEXIBLE COUPLING CO. INC. 


WESTFIELD, N. Y. 


Write for your personal copy 
| of Bulletin 39 
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Expands From a Carriage House to a 
Square City Block in Only Seven Years 








SEVEN years ago, Southern Research Institute 
was opened in a converted home and carriage house 
a few blocks from the heart of downtown Birming- 
ham—the South’s industrial capital and distribution 
center. Sparked by the dynamic development of the 
Southern region, Southern Research Institute has 
grown to be one of the Nation’s important nonprofit research 
organizations. Its staff is composed of highly trained and 
skilled scientists. In five large modernly equipped laboratories 
new products and new processes are created and old products 
and processes are tested and improved. 


During its short life Southern Research Institute has 
handled many research projects for the Nation’s biggest in- 
dustrial concerns as well as for large numbers of smaller 
industries. Besides working for industry in more than fifteen 
different fields of technology, it has carried on vital programs 
for the Department of Defense and Atomic Energy Commis- 
sion. It has won international recognition for achievements in 
cancer and virus chemotherapy. 


Founding of the Southern Research Institute realized the 
vision of a small group of progressive Southern business 
leaders, headed by Thomas W. Martin, Chairman of the Board 
of Alabama Power Company and Chairman of the Institute 
since its organization. They saw the need for technological 
facilities within the South to aid its industries and energize its 
progress. They worked with tireless effort until their goal 
was reached. 
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(Concluded from page 268) 
door to the charging deck. In the 
storage rooms, the major problem 
was the utilization of all availablk 
space, with flasks and patterns store: 
to the ceiling. In the daily operatior 
of the foundry, one of the routin: 
principles emphasized is that “: 
place must be found for everything 
and everything must be in its proper 
place.” 

As far as the student is concerned, 
the most welcome change was the 
modernization of the lecture and dem- 
onstration room adjoining the found- 
ry. Previously a cramped, poorly 
lighted and ventilated cranny, the 
room now has modern arm desks, 
fluorescent lights and good ventila- 
tion. 

The new foundry setup is often re- 
ferred to as a laboratory because of 
the expanded facilities for research 
and control. The metal control lab- 
oratory, one of the new _ sections, 
uses carbon and sulphur analysis 
plus the various strength tests to 
study methods of mixing charges to 
obtain certain chemical and physical 
properties. Core and molding sand is 
analyzed in the sand _ laboratory, 
which contains a comprehensive lay- 
out of sand testing equipment. This 
includes a_ dilatometer; moisture, 
permeability and strength testers, and 
a test core baking oven. 

The modernization of the foundry 
reflects a determination on the part 
of Purdue and other universities to 
expand and modernize their facili- 
ties to meet the ever increasing de- 
mands of our mechanized economy. 


Book Review 


Statistical Quality Control, by Eu- 
gene L. Grant, cloth, 557 pages, 6 x 
9 in., published by McGraw-Hill Book 
Co. Inc., New York. Price $6.50. 

First published in 1946, this work 
is now available in a new edition in- 
corporating a number of changes de- 
signed to improve interest and value. 
The last seven chapters have been 
rewritten so that new material might 
be incorporated, particularly on ac- 
ceptance sampling. The number of 
problems has been more than doubled, 
with 30 per cent of the answers 
given. New material has been in- 
cluded in the appendix. 

Designed to be both a textbook and 
a practical working manual, the book 
concerns. statistical methods which 
in recent years have been used suc- 
cessfully in nearly all types of man- 
ufacturing to improve product quality 
and to reduce the cost of spoilage, 
rework and inspection. The author 
is professor of economics of engineer- 
ing at Stanford University. 
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rin MODEL A-27, shown here in use in a large electrical manufac. 
tin turing plant, is ideal for carrying the heaviest loads. Heavy duty 

“a elliptical springs and inner coil springs in the upright supports, 
quickly absorb shocks and bumps. Timken roller bearing disc wheels 
with pneumatic tires. Three sizes: 27’ x 60’, 1,000 Ibs. capacity; 
27” x 72”, 1,200 Ibs. capacity; and 27” x 84’, 1,400 Ibs. capacity. 
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~| Speed-Up Handling—Reduce Breakage 


with Labor-Saving 


' PNEUMATIC 





CORE TRUCKS 

k 

‘ 

q Resilient springs and pneumatic tires combine in these 
n ruggedly built core trucks to absorb shocks and bumps 
t before they reach the cores. No chafing! No breakage! 


CMD Pneumatie Core Trueks have been saving money —THE TRUCKS WITH 
- ‘eds of f ‘ties since 1925. They are avail- 
for hundreds of foundries since 1925. They are avail THE “BABY CARRIAGE” RIDE 


able in many styles and sizes to meet every requirement 


Write for 


with load capacities ranging from 500 pounds to 1400 

} ry . > 

. pounds. They can speed up core handling for you and Free catAloG ON CMD PNEUMATIC 
cut to a new low your losses from core chafing amd — CORE TRUCKS, CORE BARROWS AND 


breakage! OTHER FOUNDRY SPECIALTIES 


CHICAGO MANUFACTURING & DISTRIBUTING CO. 


Dept. 11-F, 1928 West 46th Street Chicago 9, Illinois 
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Sand Reclamation 


(Continued from page 95 ) 
volves at 12 rpm. Fine spray nozzles 
are installed at the inlet end of the 
barrel and are thermostatically con- 
trolled in steps by the temperature 
of the sand at the discharge end of 
the barrel. A 
lifting 


Series of horizontal 


Shelves inwardly projecting 
pick up sand and discharge it on ro- 
tation into the center of the barrel, 
thereby thoroughly mixing sand and 
indicated that 


Water are 


water. Calculations 
approximately 2 gpm of 
required to reduce the temperature of 


the sand from 900 to 250°F at the 





TABLE li—Tons of Sand 


° 
Reclaimed 

1949 1950 1951 Total 
12 Mos. 12 Mos. 7 Mos. 31 Mos. 
15,113 10,179 


11,046 s G4 


Dorchester sand 18,789 


Grade ‘‘C’’ sand 12,414 





TABLE Ill—Operating Costs per 
Net Ton Output 


1949 1950 1951 
12 Mos, 12 Mos. 7 Mos. 
Operating labor $0.31 $0 $0.41 
Overtime premiun OOS Os 0a 
Night work bonus 02 ( 0.02 
Service ibo O7 0 O4 
Total Labe $0.48 $0.48 s 
M ater Fi t St »s t 
SUppile ( 
Tr Nrect Charge $1.11 $1.17 $1 
Overhead Charges 
rect repair SoO.20 ee | 1 
wel 0.14 l 4 
Plant, genera U.2¢t 2 at 
ey} t il 
i pit X¢ 
I i 8) 
cy ve < re $ . 
( € Ne $1 $1 s i 





TABLE I¥—Fuel Cost per Net 
Ton of Reclaimed Sand 


1949 1950 1951 


rated capacity of 8000 lb of sand per 
hour. Housing around the discharge 
end of the barrel is provided with a 
stack through the building roof to 
discharge steam generated in the bar- 
rel. In operation, sand from the 
cooler can be maintained at 180°F 
Without encountering too much re- 
condensation in the stack. 

The cooler discharges into an ele- 
vator which conveys sand to an 
American Air Filter fines cascade for 
separating the reclaimed product into 
the two basic sands of the screen 
classification originally purchased. 
These are shown in Fig. 6 as de- 
scribed previously. 

It has been found in operation that 
the actions of the cooler and fines 
cascade remove a large percentage 
of ash which is left in the grains as 
a result of the burning operation in 
the Nichols furnace. 

The measuring devices shown be- 
tween the air classifier and belts, con- 
veying the sands back to the storage 
bins, consist of a box of known ¢a- 
pacity having a hinged and counter- 
weighted bottom which opens when 
full to discharge the load. A Veeder 
counter records the number of times 
the box is filled. From this informa- 
tion the tonnage of sand reclaimed 
can be calculated. It has been found 
that this type of measuring device is 
accurate enough for most purposes. 

The loss through the reclamation 
plant can be calculated, roughly, from 
the size of the opening in the stor- 
age bin and the speed of the pan 
feeder as compared with the reading 
obtained from the measuring devices 
after the air classifier. It indicates 
approximately a 20 per cent loss 
which consists of the clay, silica flour, 
binders, carbonaceous matter, fines 
and water removed from the refuse 


sand in the reclamation process. 





TABLE V—Comparison of Reclaimed and New Sand Costs and Savings 





Table II show 
the tons of sand reclaimed durin; 
1949 and 1950 and to August 1, 1951 


Operating Results 


a total of 31 months. This show 
that the total output of the plant wa 
76,489 tons during this period. Thi 
is an average of approximately 250( 
tons per month or 821% per cent o 
its rated capacity of 3000 tons. 

Table III shows direct and indirect 
costs per ton for this period. Th 
direct operating labor consists of one 
man per shift and for continuous op- 
eration requires a crew of four men 
At present, the average hourly rate 
for this labor is $1.65. Service labor 
for oiling, burner cleaning and op- 
erational adjustments is charged di 
rectly to the operation as is the nec 
essary repair labor and material. The 
overtime premium of time-and-one- 
half for Saturday and double time for 
Sunday operation, as well as_ the 
night work bonus, are included in the 
cost. The plant carries its share of 
the plant general cost and includes 
such items as power, water, super- 
vision, etc. Water used is raw Dela- 
ware river water, and the plant re- 
quires approximately 125 gallons per 
minute, Cost of this water is rela- 
tively cheap since the principal ex- 
pense is the power for pumping. 

Depreciation and taxes 
are based on the installation’s actual 
cost, $130,675.20. 


property 


Total connected motor load of the 
105 hp. The power is not 
It is estimated 


plant is 
metered separately. 
that the power consumption is a} 
proximately 30,000 kwhr per mont! 
including lighting or 10 kwhr per tol! 
of product. 

The largest item of cost in the op- 
eration of the plant is the cost of 
the Bunker “C’” fuel oil used in the 
N shols furnace. Table IV shows the 
operating data in this respect. 

Table IV shows that the increased 
fuel cost in 1951 is due to the rising 
price of Bunker “C” oil in this dis 
trict since the fuel consumption pe! 








— GRADE “‘C’”” SAND——  ——— DORCHESTER SAND-— ton of sand reclaimed has remain¢ 
1949 Net Tons Price Amount Net Tons Price Amount TOTAL 
~Y ‘ ? ) Y . " 97 
New ind de ( € A ) 
de i § $47,545.62 18,789 $3.23 $60,688.47 $108,234.09 Continued om page 214 
Re 1imed sand in bir 12,414 $1 $2 al 18,789 $1.90 $35,586.99 $ 59,473.59 
; P S $0 2 $1.33 $24,801.48 $ 48,760.5¢ 
fk i $1 
. . 
i TABLE Vi—Unit Operating Costs 
950 
New sand de of Enlarged Plant 
nd unloaded 11 s $4 2 15,11 12 $47,152.56 $88,022. 7¢ Per Net Ton 
P ‘ r 1 S $21 1 15,11 i $29,621.45 $51,271.64 Labor ncluding overtime pre- 
mium and night work bonus $0.31 
k z s $ j $1.1¢ $17,531.08 $36,751.12 ‘uel oil 0.63 
Supplies 0.02 
; $1.40 
Total $0.96 $0 
1951 (to August 1) Overhead charges 
New sar delivered Repairs $0.15 
ind our ided x G48 4 $3 10,17! $3.27 $34,303.2 $71,168.9 Power 0.14 
Re int s 2 117 $2.34 $23,818.86 $44,757.18 Plant. general 5 0.09 
Depreciation 0.11 
} x s s i4 $1.0 $10,484.37 $26,411.81 
Total: acs $0.49 $0.4 
} ate nz pe ¢ $1.38 
G Tota ed § $111,923.4 Total Cost Per Ton $1.4 
"79 ; 
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CORE BLOWERS 


Assure MAXIMUM Production 





THE No. 2-D 
CORE BLOWER 





SP PrN > 


MM 





With MINIMUM Effort 


pom THE NO. 2 STATIONARY MAGAZINE TYPE 


8 OUTSTANDING FEATURES: 


Large stationary work area. 

Large sand supply hopper. 

Stationary sand magazine. 

Easy accurate locating of core boxes. 

Quick change magazine heads. 

Quick adjustment for different height core 
boxes. 

Quick change, fully adjustable, vertical clamp- 
ing attachment. 

Actuating one handle clamps the core box, 
blows the core and releases the core box, in 
two seconds. 


CAPACITY: Cores up to 5# 


Write for Specification Bulletin ‘‘F’’ 


A fast and accurate DRAW 
TYPE core blower for small 
work—has stationary sand 
magazine and many additional 
features assuring maximum 
production. Quickly adjusted to 
accommodate core boxes not 
requiring the draw _ feature. 
Can be equipped with clamping 
attachment for vertically split 
core boxes. 





SIX FEATURES: 


THE 
CARTRIDGE TYPE 


BENCH CORE _ \ 


BLOWER 


The original small core blow- 


er . . Proven simplicity, 
speed and flexibility. Makes 


cores up to 27. 


Thousands in use in 
American Foundries . . 
Write for 


Specification 
Bulletin “G” 

















Le 


MAXIMUM SAFETY—Operator must use both 
hands at once to clamp core box and blow 
cores. 


2. ACCURATE DRAW—Stationary sand maga- 
zine and long lead on draw table shaft 
assure accurate draw. 

3. ADJUSTABLE LENGTH OF DRAW—Quickly 

Pe changed without changing height of table. 
ele Se 

4. FLEXIBILITY—Easy adjustments permit use of 
draw feature even on short run jobs. Draw 








20733 GLENDALE AVENUE - 
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type magazine heads having removable blow 
plates are interchangeable with regular No. 
2 magazine heads. 


. CORE BOX VIBRATION—Controlled by keep- 


ing draw valve handle depressed during 
draw operation. 


. PROVEN—The No. 2-D is being used in lead- 


ing foundries everywhere. Backed by the 
Redford reputation for quality equipment. 
Write for Specification Bulletin ‘‘D" 


IRON & EQUIPMENT CO. 


Phone KEnwood 1-8611 


¢ DETROIT 23, MICHIGAN 
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NATIONAL BENTONITE 


you can rely on 


Baroid Sales Division - National Lead Company 





BENTONITE SALES OFFICE: RAILWAY EXCHANGE BLDG. + CHICAGO 4, ILL. 
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These approved DISTRIBUTORS will give 


AMERICAN CYANAMID CO 
New York, New York 


AMERICAN STEEL & SUPPLY 
Co., 

332 South Michigan Ave- 

nue, Chicago 4, Illinois 


THE ASBURY GRAPHITE MiLLS 
INC 
Asbury, New Jersey 


BARADA & PAGE, INC 
Kansas City, Missouri 
(main office) 
Also—(Branches) 
Tulsa, Okla 
Oklahoma City, Okla 
Wichita, Kansas 
Dallas, Texas 
Houston, Texas 
New Orleans, La 
G. W. BRYANT CORE SANDS 
INC 
McConnellsville, New York 
LLOYD H. CANFIELD 
FOUNDRY SUPPLIES 
Kansas City, Kans 


COMBINED SUPPLY AND 
EQUIPMENT CO. 
Buffalo 7, N. Y. 


THE FOUNDRIES MATERIALS 
co 


Coldwater, Mich. Also 
(branch) Detroit, Mich 


FOUNDRY SERVICE CO. 
North Birmingham, Ala 
INTERSTATE SUPPLY & 
EQUIPMENT CO 
Milwaukee 4, Wis 
INDEPENDENT FOUNDRY 
SUPPLY CO 
6463 East Canning Street 
Los Angeles, Calif 
INDUSTRIAL SUPPLY CO 
San Francisco, California 
KLEIN-FARRIS CO., INC 
Boston, Massachusetts 
New York—Hartford, Conn 
LA GRAND INDUSTRIAL 
SUPPLY CO 
Portland, Oregon 


you quick service. 


MARTHENS COMPANY 
Moline, Illinois 

CARL F. MILLER & CO 
Seattle, Washington 


PENNSYLVANIA FOUNDRY 
SUPPLY & SAND CO 
Philadelphia, Pennsylvania 
REFRACTORY PRODUCTS CO. 

Evenston, Illinois 


ROBBINS & BOHR 
Chattanooga, Tennessee 

SMITH-SHARPE COMPANY 
Minneapolis, Minnesota 

STEELMAN SALES CO 
Chicago, Illinois 

STOLLER CHEMICAL CO 
Akron, Ohio 

WEHENN ABRASIVE CO 
Chicage, Illinois 

WESTERN MATERIALS CO. 
Chicago, Illinois 


MR. WALTER A. ZEIS 
Webster Groves, Missouri 





(Continued from page 272) 
fairly constant for the past 3 yea1 
Estimated Saving—tThe saving as 

result of the operation of the reclain 

ing plant can best be visualized i 
Table V, which shows for each yea 
the cost of the sand reclaimed as 
compared with the cost had an equiy 
alent tonnage been purchased at th 
current market price. This table in 
dicates a total saving of $111,923 fo 
To this saving can very 
added 25 
for drying the 
ceived and 20 cents per ton for on 
site disposing of an equivalent ton- 
nage of refuse both of which 
costs are not included in the forego 
ing. These total 45 cents per ton or 
$34,420 for the that the 
total saving for the period would be 
$146,343.00 ($34,420 plus $111,923 
Total Estimated Table V). 
On this basis, the plant has paid for 


the period. 
cents per ton 
sand when re 


properly be 
new 


sand, 


period, so 


Savings, 
itself in less than 21. 
turn of over 40 per cent annually on 
the investment of $130,675.20. 

The 100 ton per day 
enough to reclaim the 


years, a re- 


reclaiming 
plant is large 
sand resulting from a one-furnace op- 
However, shortly after the 
plant went 


eration. 
Korean war started, the 
on two-furnace operation, and it was 
necessary to purchase 3000 tons ot 
new sand per month, in addition to 
the tonnage reclaimed. It was then 
decided to double the capacity of th 
plant, to 200 tons per day. This in 


crease has been started and will soon 


be in operation. Changes consist 
mainly in replacing the present equip 
ment with units of the same make 
but of larger capacity. 


The two 5 x 5-ft Denver agitators 
are being replaced by 6 x 6-ft units. 
Allen 8 ft in diam re 
places the present 7-ft 
l 


A new cone 


cone, and a 


rger Dorr Classifier 5 ft wide by 18 
ft 6 in. long replaces the present unit 
An Oliver filter 6 ft in diam with 25 
sq ft available filtration area is beins 
installed, unit will be 

over the Nichols furnace and a No. 2 
Wilfley pump will be used to elevate 
from 


This placed 


the sand and water discharged 
the Dorr Classifier into the filter. This 


eliminates the bucket elevator which 


has been a heavy source of mainte- 


nance as Well as a cause of frequent 


interruptions in production due_ to 
breakdowns. 
The Oliver filter 


moisture in the washed sand to 7 pet 


will reduce the 


cent instead of the 20 per cent now 
being fed the classifier into the 
Nichols furnace. It is felt that with 


content, the 


from 


moisture 
sufficient 


reduced 


this 


furnace will have capacity 


to handle the increased tonnage with- 


(Concluded on page 276) 
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THIS KIRK AND BLUM DUST CONTROL SYSTEM ON 
SPRUE-BREAKING AND CORE KNOCK-OUT OPERATIONS 


@ In foundry operations ... wherever you'd The photograph below shows the molding 
expect to find dust, smoke and fumes and line, hoppers and supports which were also 
don't... there you'll likely find a KIRK & fabricated and installed by the Liberty 
BLUM installation. Engineering Division. Other KIRK & BLUM 
systems are found in this same well known 
In the photo shown above, for example, manufacturer's plant. 
a dust control system fabricated and in- Whatever your foundry dust, fume or 
stalled by Liberty Engineering, Division of smoke problem . .. sand handling, pouring 
KIRK & BLUM virtually eliminates dust. Of station ventilation . . . mold cooling, shake- 
particular interest is the ‘‘flat-back’’ elbow. outs, grinding and snagging or others... 
The curved plate shown. is easily replaced KIRK & BLUM Engineers have the experi- 
or may be lined with abrasion-resistant ma- ence needed to offer the logical solution, for 
terial to meet severe conditions. truly efficient dust control. 


Fabricated and Installed by Liberty Engineering Div. 
The Kirk & Blum Mig. Co., Indianapolis, Ind. 
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25 Interstate St. 





DEPENDABLE 
FORGED & GROUND 


CHISELS 


Hand and Pneumatic 
Made to Quality—Not to Price 


Will Cut 
CAST ARMOR 


We welcome frial orders subject 
to approval 


BEDFORD TOOL & FORGE CO. 





Bedford, Ohio 
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CENTRAL saves you important 
dollars on your pattern costs 
—and gives you precision 
made, expertly engineered 
patterns that save foundry 
expenses all along the line. 
Ask your friends about 
quality CENTRAL pat- 
terns. Get CENTRAL'S esti- 
mate on your next pattern 
job. CENTRAL'S “big plant’ 
equipment and “small plant’ 
efficiency will mean real sav- 
ings to you—where savings 
really count. 


CENTRAL PATTERN CO. 


Quincy, Illinois 





HERE'S A GOOD EXAMPLE OF 
CENTRAL CRAFTSMANSHIP 


Fully machined magnesium 
book type green sand core 
box and fully machined alu- 
minum cope and drag plates 
for accurate, economical pro- 
duction of tractor shoes in a 
modern foundry. 


/hebsune (bt rrovucts 


(Concluded from page 274) 
out difficulty. The air classifier sep 
arating the reclaimed sand into th 
two grades will be increased in sizé 

The estimated cost of operation o 
the 200 ton per day plant is show 
in Table VI. 

This estimate is based on these as 
sumptions: 

1. The same sized operating crey 

will run the larger plant. 

2. The total fuel consumption wi 
be increased 25 per cent ov 
the smaller plant. 

3. The power cost will remain a 
the same rate per ton as that 
of the present plant. 

1. Plant general expense based on 

20 per cent of labor and 5 pet 

cent of material cost. 
5d. Depreciation based on a month- 

ly cost of $663.74, which includes 
the effect of the additional cap- 
ital expenditure for the increased 
capacity. 

It is estimated that the cost of 
these changes will be $36,850.00 and 
that on the basis of the above cost 
per ton, the increased plant will pay 
for itself in slightly over 7 months 
at the present rate of operation. 
Conclusions— 

1. Refuse sand resulting from steel! 
foundry operations can be reclaimed 
by combined water-scrubbing and 
thermal treatment so that the prod 
uct is equivalent to new sand. 

2. The costs obtained indicate that 
it is economically attractive to install 
plants of this type in the steel found- 
ry industry. 

3. This method of reclamation is 
effective, regardless of the combina- 
tion of binders and other additive ma- 
terials used in the mold or core sand 
formulation, 

4. Operation over an extensive pe- 
riod of time has shown that the re- 
claimed sand can be divided into two 
sands with grain-distribution charac- 
teristics corresponding to those of 
the two purchased sands. The re- 
claimed sands are stored in the same 
bins as the purchased sands and are 
used interchangeably with the new 
sand in compounding mold and core 
sand mixes with no change in formu- 
lation. 

5. The continued period of opera- 
tion has shown no change in the grain 
characteristics of the Sands reclaimed 
as compared with the new sands. 

6. The foundry refuse _ disposal 
problem has been alleviated greatly 
by the installation of this plant. 

7. Sand storage for winter opera- 
tions has been reduced to a minimum. 


Editor’s Note This paper was presented at 
the 1951 Technical and Operating Conference 
»f the Steel Founders’ Soclety of America. 
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Eight decades ago 70 of all gainful workers 
in the U.S. A. toiled in agriculture. Today farms 
and factories, put together, account for less 
than 40%. 

Where do the rest serve? Chiefly in distribu- 
tion, which includes the physical movement of 
products to buyers, and all forms of selling, 
advertising and sales promotion at the manu- 
facturing, wholesale and retail levels, as well as 
the widely varied services related to the main- 
tenance and use of American products. 

With over 60% of our total labor force fall- 
ing outside of farm and factory employment, 
obviously salesmen on the front line of selling 
contribute greatly to the productivity, prosperity 
and the world’s highest standard of living en- 
joyed by the U. S. A. 

Without sales a business fails and jobs vanish. 
No matter how good a product may be, it must 
be sold in competition with other goods. A 
salesman sometimes finds his products not truly 
competitive. He then exercises tremendous pres- 
sures on his employer for better products, lower 
prices, or both. Thus, competitive selling greatly 
influences the progress of American prosperity. 

Countries where selling is inefficient, re- 
stricted or eliminated generate far less wealth, 
happiness and security. 

Competition, especially competitive selling, 
is a great American Freedom. Let us preserve it 
to assure Progress For All Our People. 


This report on PROGRESS-FOR-PEOPLE is published by this 
magazine in cooperation with National Business Publica- 
tions, Inc., as a public service. This material, including 
illustration, may be used, with or without credit, in plant 
city advertisements, employee publications, house organs, 
speeches, or in any other manner. 


THE MOST TO THE GREATEST NUMBER OF PEOPLE 
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for Complete Hopper Efficiency | Albion Malleable Foundry 








SYVTRON 


1. Hopper 
Level 
Switches 














Eliminate spillage and short- 
age of materials. Automatical- 
ly maintain desired levels of 
materials — from fine to 
coarse—in bins and hoppers. 


Control feeding. 


chutes. Eliminate arching and plugging of materials without ham- 
mering and rodding that damages equipment and wastes man- 
power. 


3. Flow Control Valves control flow of bulk materials 
from bins, hoppers and chutes. Rotating control lever increases 
or decreases opening of flexible iris type diaphragm and flow of 
material without jamming and clogging. 

Write For FREE Illustrated Folders 


SYNTRON COMPANY 


540 Lexington Avenue Homer City, Penna. 











@ The gantry crane shown with this battery of EF 

batch type furnaces picks up castings from a receiving platform 

ioads them into the furnaces — removes them after heating — 

lowers them into the quench — removes them after quenching 
and places them on an unloading platform. 

Our wide experience in all phases of heat treating and related 
material handling problems, puts us in a preferred position to 
solve most any ferrous or non-ferrous annealing or heat treating 
problem. We solicit your inquiries. 


THE ELECTRIC FURNACE CO. 
GAS FIRED, OIL FIRED AND ELECTRIC FURNACES Y ; CGY yy 
FOR ANY PROCESS, PRODUCT OR PRODUCTION _ 
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(Continued from page 105) 
flasks. Unit No. 1 handles short or- 
der cope and drag work. New jobs 
also are tried out here before going 
into production on one of the con- 
veyor loops. Molds are made on a 
line of machines and move on roller 
conveyor pallets to the pouring and 
shakeout stations. 

Molding units Nos. 2 and 3 are 
poured from 400-lb capacity cylin- 
drical ladles with teapot spouts. This 
type of ladle is shown in Fig. 5. Ap- 
proximately 10 to 12 molds are 
poured from one ladle on Unit No. 8, 
and approximately 20 molds per ladle 
on Unit No. 2. Pouring temperature 
is 2750 to 2800° F. Special pendu- 
lum type weight shifters with elec- 
tric hoists are used to shift weights, 
which are 140 lb on Unit No. 3 and 60 
to 70 lb on No, 2. 


Cupolas Water-jacketed 

Metal is melted in two cupolas, 
which operate every day, and is re- 
fined in two air furnaces. The cu- 
polas have an 84-in. shell lined to 58- 
in. in the melting zone. One cupola 
is operated with hot blast, and the 
second cupola will be provided with 
that equipment in the future. Metal 
is tapped continuously from _ these 
water-jacketed, acid-lined cupolas at 
about 2750° F, the iron draining into 
the oil-fired furnaces, each of 60 tons 
capacity. One air furnace is used 
three days while maintenance is un- 
dertaken on the other. Air furnace 
stack gases are passed through a 
heat exchanger to provide the cupola 
hot blast. The air furnaces are used 
to reduce the carbon to 2.35 per cent 
standard, and to superheat the metal 
to 2900° F for transportation in 3000- 
Ib ladles to the four mold line pour- 
ing stations, 

Since the normal requirements of 
the four molding units are 40 tons per 
hour, and the melting capacity of the 
two cupolas combined is 33 tons per 
hour, a fine job of scheduling of the 
melting department is necessary. One 
cupola is tapped about 2 a.m. and 
the second is tapped several hours 
later. By the time the molding de- 
partment starts, the air furnace has 
about 60 tons ready for pouring. This 
extra metal is utilized at the rate of 
about 7 tons an hour, although some 
gain in the hot metal supply is made 
during the lunch hour. The first cu- 
pola to be tapped has the bottom 
dropped a little after 2 p.m. and the 
work of repairing starts immediately 
so that the first heat may be tapped 

(Continued on page 280) 
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ENGINEERED FOR CORE-HANDLING ECONOMY 


nw DB Dog" 


Continuous Power 
Conveyor 


‘Zig-Zag’? Continuous Power Conveyor is a con- 
tinuous motor-driven chain that operates over- 
head to give you far greater efficiency and economy 
in core-handling. The specially constructed chain 
runs in a steel tube-like track. It’s designed to 
carry unit loads up to 125 pounds at speeds from 
1 inch to 60 feet per minute. ‘‘Zig-Zag”’ can be in- 
stalled in any plant to conform to space limita- 
tions, and it may be quickly and easily adapted 
to plant alterations. ‘‘Zig-Zag’’ requires a minimum 
of handling, utilizes ‘‘dead’”’ space to release valu- 
able floor area and valuable hands for other jobs. 


“A HANGER FOR ANY DOOR THAT SLIDES” 


AURORA, ILLINOIS, U.S.A. Branches in all principal cities 


SLIDING DOOR HANGERS & TRACK ¢ FIRE DOORS & FIXTURES * GARAGE DOORS & EQUIPMENT 
INDUSTRIAL CONVEYORS & CRANES * SCHOOL WARDROBES & PARTITIONS 


sua fe)] Melele) Melia 7 Nil lem sels laa is 
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A''Zig-Zag" Conveyor in a large 
plumbing supply foundry. Baked 
cores are conveyed from ovens to 
checking benches, eliminating yA 
“heavy” lifting and moving °Y, 


4 
women employees. YY 
es ee tis 
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All moving parts are enclosed for extra safety; 
and the low original costs and low power factor 
save you money. 

Learn how you can reduce core-handling risks to 
a minimum with Richards- Wilcox “ Zig- Zag’’ Con- 
tinuous Power Conveyors. Write today for details, 
or contact our nearest engineering department for 
consultation —at no obligation, of course. 


RICHARDs 
wiLCOx 


195§2 














SYMBOLS OF DEPENDABILITY 


LASALLE CRUDE — the dependa- 
10) (=r ob £24 oso w-Co Comm UD ehye- Ts olexe MCT Tole m 
From the famous Ottawa district 
deposits, its high silica content and 
uniform rounded grain meets the 
requirements of high-grade steel 
Colo belebavam eu: lene (een 


LaSalle Silica Co., subsidiary of the 
Ottawa Silica Co., efficiently serv- 
ices its customers with LASALLE 
©) 54.0) B) Oy 








ETERNAL AS THE aSalle 
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Plants located at 
OTTAWA, ILL 
ROCKWOOD, MICH. 

















MUSKEGON 
MICHIGAN 


ANDERSON is the Answer 


to your Pattern Problems 


When you are looking for 
production pattern equip- 
ment which is machined all- 
over and engineered to fit 


the needs of your foundry. 


Write or Phone for Further Information 
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(Continued from page 278), 


less than 12 hours later. Metal ¢s 
tapped has 2.30 to 2.40 per cent car- 
bon, 1.58 to 1.68 silicon and 0.40 to 
0.46 manganese. 

The metal storage yard and the 
charging dock are particularly inter- 
esting. The yard is served by nearly 
a mile of railroad sidetrack, one sec- 
tion of which is equipped with a car 
scale for weighing all incoming car- 
loads of materials. On either side of 
the cupola charging dock are large 
turntables of more than 100 tons ca- 
pacity, one table holding sprue and 
the other purchased scrap. A belt 
conveyor handles sprue to the bin 
These turntable bins make one revo- 
lution per hour. 


Uses a Turntable 


The dock proper has a large turn- 
table with three weigh scales and 
three charging bucket openings, one 
of which is shown in Fig. 3. Mis- 
cellaneous purchased scrap is loaded 
at one station with an electromagnet. 
The turntable indexes to the next sta 
tion where white iron returns and 
small amounts of pig and malleable 
iron are added. After indexing to 
the third station, coke and flux are 
added from overhead hoppers. The 
charging bucket is then handled from 
this point to the cupola charging door 
on a Skip hoist, which is moved hy- 
draulically from one cupola to an- 
other. Two men charge more than 
300 tons a day with this equipment 
each charge consisting of 3000 lb 
The charge is made up of 50 per cent 
steel scrap, 40 per cent sprue, 7 pe! 
cent silvery pig iron of 10 per cent 
silicon content, and 3 per cent mal 
leable scrap. 

A control laboratory, Fig. 12, pro- 
vides the melting department with 
almost continuous analyses of carbon, 
Silicon, sulphur, and manganese in 
both cupola and air furnace metal 
Periodic checks are made on _ phos- 
phorus and inhibitors to graphitiza- 
tion, such as chromium. Because the 
chemical and metallurgical laboratory 
is located some distance from thé 
melting department, pneumatic tubes 
are used to carry samples from the 
melting department to the laboratory 
A telautograph is used to report re- 
sults to the melters. As a further 
safeguard to the melting operafio! 
the laboratory checks incoming rav 
materials, as well as coke, oil, ferro 
alloys, slag and furnace gases. 

Castings are carried from the fou! 
shakeouts to the finishing depart 
ments in buckets, as shown in Fig. & 
These discharge automatically on 
conveyor which crosses at the top of 
a large sliding bin. Gates, risers and 
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Foundry Refractory | 
COSTS CAN | 
BE CUT! 


. «Know the right 





refractory for the job! 


Send for the new, complete 
bulletinon REMMEY 
Foundry Refractories— 


.an informative, 2 color 
bulletin covering the entire 
line of REMMEY Refrac- 
tories for the Foundry 
Industry. Silicon Carbide, 
Mullite, Oxide, 


Ramming Mixes, etc. 


Aluminum 


A request on your company 


letterhead will bring it to you! 





RICHARD C. REMMEY SON CoO. 
Philadelphia 37, Pennsylvania 





Manufacturers of Silicon Carbide, Mullite, 
Aluminum Oxide, Zircon and Clay Refractories 
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runners are removed and the castings 
discharged on the steel slide storage 
bin where they have time to 
Operators at the bottom remove the 
inspect, sort and 


cool. 


castings, trim and 

place them in tote boxes. 
Castings are taken in tote 

by lift trucks to one of the 


boxes 
various 


annealing furnaces. The company 
operates three continuous type fur- 
naces and six hood ovens. A small 


continuous furnace of 16 tons daily 
capacity operates on a 23-hour cycle. 
The furnace is controlled 
and the load is pushed 100 ft every 
50 minutes, with 1000 lb entering and 
being discharged on each push. Nat- 
ural gas is used, consumption being 


manually 


2500 cu ft per ton of castings. 

A second continuous furnace is 120 
The 
tons per 


ft long and is fully automatic 
unit has a capacity of 43 
day on a 26-hour cycle. The furnace 
minutes, charging 
2400 lb per 


Baskets are made of alloy steel of 35 


pushes every 40 


and discharging push. 
per cent nickel and 35 per cent chro- 
Natural gas input is 
2500 cu ft per ton of castings. One 
of the largest units in use today, a 
continuous, radiant tube type furnace 
150 ft long was installed as a part 
of the recent expansion program, This 


mium content. 


furnace has a capacity of 54 tons a 
day on a 28.8-hour cycle. Push time 
is 32 minutes, 2200 lb of castings be- 
ing discharged per push. Gas input 
is 2000 cu ft per ton of castings. Al- 
loy steel baskets have 20 per cent 


nickel and 25 per cent chromium 
Castings Stacked on Pallets 


The six hood type ovens 


seven bases, each with a hearth ca- 


require 
pacity of 20 tons. Cycle time is 3§ 


hours. Castings are stacked on steel 


pallets containing 28 per cent chro- 
mium and 12 per cent nickel. <A 30- 
ton gantry crane is used to handle 


the hoods and a bridge crane to 


handle the pallets. 

Before the 
trolled 
ings were packed with iron oxide or 


introduction of con- 


atmosphere annealing, cast- 
sand into pots stacked in batch fur- 
naces, when a week or more was re- 
quired to anneal. Improved melting 
control, permitting use of a relative- 
ly high silicon content to accelerate 
elimination of 
inert 
mechanization of annealing 


annealing, the large 
amounts of 


and the 


packing materials, 


reduced heat treating 
indicated. <A 
typical cycle requires 4 hours to heat 
to 1750° F at 
first-stage annealing takes place. This 


furnaces have 
cycles, as previously 


Which temperature 


is accomplished in 9.3 hours. Cast- 
cooled rapidly to 1400° 


_ 


ings then are 


Slow cooling at 5 


= 


I’ in 3.2 hours 





[t Moving 


IN THE 


FOUNDRY 
WITH THESE 


CLEVELAND 
Air Vibrators 


Whether you need vibration in the form of gentle 
persuasion or heavy, hammer-like blows, we have 
the right air vibrator to do the job. 








This vibrator is designed to remove matchplate 
patterns from sand molds and other foundry 
applications. A light weight, hard-hitting vibra- 
tor. Square body; fast, sure starting; smooth 
operation with full power. Obtainable with 
swivel connections to save hose . . . won't kink 
or buckle. 7 different piston diameter sizes. 





Insures continuous flow of sand from bins, 
hoppers, and chutes. Designed to eliminate 
plugging, arching and sticking. Directs a power- 
ful blow at right angles against the side of the 
hopper. Made in 6 sizes for use on bins con- 
taining from one to several hundred tons. 
CLEVELAND Type JN spring-loaded, quick acting 
valves for efficient operation. 





The Type C 


A rugged vibrator designed for heavy molding 
and core machine production. Reversible heads 
held with over-sized alloy steel bolts, secured with 
stoplock nuts. 4 different piston diameter sizes. 


All Cleveland Air Vibrators are backed by 
our 27 years of quality engineering. 


Folder No. F-351 gives further details. 


s BIN Stuck lately? 





IBRATOR 


COMPANY 


2788 Clinton Ave. - Cleveland 13, Ohio 
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How to 
eliminate 
slag hole 

failures 


Operators of continuous pour cupolas report 20 or more 
hours steady service from CARBOFRAX silicon carbide blocks 
with practically no change in hole size. Result: no slag 
hole failures, no costly shutdowns. 
Get a trial order of these durable blocks. The standard 
size shown is available for immediate shipment. Other 
sizes can be made from stock molds, Further details gladly 


furnished. Address Dept. V-92. 


Slag hole blocks by 


CARBORUNDUM 


Trade Mark 


Refractories Division The Carborundum Company Perth Amboy, N. J. 


“Carborundum” and “Carbofrax” are registered trademarks 
which indicate manufacture by The Carborundum Company. 





THREE STEPS TO BETTER CASTINGS 
with ASBURY GRAPHITE PRODUCTS: 


Q  KLEEN-A-KAST 


an outstanding shake-on facing 


o PLUMBAGO 
CORE WASH 


Better Finish — Easier Cleaning 


PIPE REDUCER 


CARBON & NON CARBON 


The Asbury Graphite Mills Suc 


MAIN OFFICE & WORKS 
ASBURY, NEW JERSEY 
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per hour permits second-stage annea.- 
ing and completion of the cycle. A 
careful balance of CO and CO, is 
maintained by introduction of air or 
a prepared gas to the furnace. 

After annealing, the castings are 
cleaned in six tumbling type blasting 
machines especially arranged to per- 
mit mechanical handling. The ma- 
chines, which may be seen in the 
background of Fig. 9, have a capac- 
ity of 15 tons per hour. Castings 
are now loaded into hoppers, installed 
since the photograph was taken, in 
front of the machines by traveling 
crane and magnet and are discharged 
into the blast units by gravity. Afte1 
cleaning, the castings are rolled out 
onto a belt conveyor and carried to 
storage bins in the finishing depart- 
ment on the mezzanine floor. The six 
cleaning machines handle approxi- 
mately 220 tons in an eight-hour day. 
Shot consumption is about 100 Ib per 
hour per machine. 


Gates Are Removed 


Gates are removed by _ shearing, 
grinding and milling. Fifty per cent 
of production is handled on six me- 
chanical and two hydraulic shearing 
machines or presses, Castings then 
are pressed to close limits on eight 
hydraulic machines, the largest ex- 
erting a pressure up to 750 tons. In 
the several finishing operations, cast- 
ings are moved from bins by gravity, 
to and from different operating sta- 
tions on chain and belt conveyors, and 
by magnets and by fork trucks. Cast- 
ings requiring painting are hung on 
chain conveyors and carried through 
paint tanks and through a drying 
cycle. 

Castings then are transported to 
the shipping dock which has facilities 
for both rail and truck shipment. 
Much of the production is delivered 
in the big fleet of company-owned, 
red and white trucks carrying the 
Circle A trademark. 

The compressor house has five com- 
pressors; the largest has a capacity 
of 1200 cfm. The company main- 
tains a standby supply of butane gas 
to permit operation for several weeks 
in case the natural gas supply is in- 
adequate or cut off. The well 
equipped pattern shop is for mainte- 
nance only, as all patterns are pur- 
chased from commercial shops. 

Equipment maintenance is_ ex- 
tremely important to any mechanize 
foundry operation. Albion has devel- 
oped a highly successful program of 
preventive maintenance which, in 
part, involves periodic inspection and 
cleaning of vital parts, rigidly ad- 

(Concluded on page 284) 
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YOU’LL DO A BETTER JOB 


with H. V. ADAMS DESIGNED 


HIGH EFFICIENCY FOUNDRY TOOLS 


“UNIVERSAL FREE WHEELING” | wm THE "ROTOPLANE” SPEED SIFTER 


FOUNDRY SAND RIDDLE WILL GIVE YOU 
with the Double Eight Vibration ~~ SPEED eECONOMY eSAFETY eLONGER LIFE 
Ae e GREATER SIFTING CAPACITY 


Its sturdy one-piece frame and long shaft add 
to vibration effectiveness. The sealed-in mech- 
anism assures protection of motor and bearings 
from exposure to dust and grit. This sealed in 
protection and ‘‘Rotoplane’s”’ free-rotary action 
vastly increase bearing life. No exposed moving 
parts endanger the operator. Sieves have 20 
inches diameter clear sifting area — are mounted 
in a smooth steel ferrule with no jagged edges 
to cause dangerous cuts and scratches. 


“RED (Devil) ELECTRIC” VIBRATORS 


WTT 


No 1 No. 2 No. 5 No. 9 
These hard hitting Adams designed Vibrators have 
served the foundries for over 30 years. They are 
provided with a 6 foot 3 wire authorized cable 
and 3 wire grounded connector which, when 
connected with our 3 wire grounded Red 
Electric Knee Switch, automatically grounds 
the vibrator protecting the worker from 
shock. The vibrators have passed the U.S. 

Government code inspection. 


































Because of its convenient size, light 
weight and good riddling capacity 
it long has been a favorite in the 
foundry. It also can be used for 
mixing core sand or for sifting 
sand directly into molds. 


The mechanism is entirely 
enclosed protecting it from 
harmful dust and grit. 


The main frame is cast 
in very strong tough 
aluminum. 


Other Foundry Products: 


e No. 11 NOISELESS TYPE VIBRATOR 

e A-20 ELECTRIC VIBRATOR 

e RED ELECTRIC KNEE SWITCHES 

e “ROTO” ADJUSTABLE BIN VIBRATOR 


e 2 MIN. UNIVERSAL FINENESS 
TEST SIFTER. 


e UNIVERSAL TRIPOD CARRIER 


It uses quick change fer- 
ruled sieves with 20 in. di- 
ameter sifting area. There 
are no loose wires to harm 
hands. 


ORDER ALL SIFTERS AND VIBRATORS WITH GROUND WIRE!! 


FOUNDRY SUPPLIES MANUFACTURING CO,., nor inc. 


2221 Orchard Street - Chicago 14, Illinois 
Eeteblished 1918 Cable Address: ''Rotoplane Chicago" H. V. ADAMS, Mgr. 
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SEMET-SOLVAY 
FOUNDRY COKE 


“for Better Melting” 





What is “better melting” ? It’s melting your iron 
hotter, cleaner, faster. It’s what you get when 
you use Semet-Solvay Foundry Coke in your 
cupolas. It is responsible for better castings and 


lower scrap losses. 


SEMET-SOLVAY DIVISION 
Allied Chemical & Dye Corporation 
CINCINNATI ° DETROIT 
BUFFALO . CLEVELAND 
In Canada: SEMET-SOLVAY COMPANY, LTD., TORONTO 
































MAGNESIUM 


BOTTOM 
BOARDS 


AM-MAG True Level bottom 
boards reduce molder fatigue 
because they are light in 
weight and are easy to han- 
dle. Rigid design and proper 
venting produces castings 
true to pattern. Eliminates 





sagging and swelling. 

AM-MAG bottom "boards 
outlast wood boards many 
times over, soon pay for 





themselves. Gone are the 

splintered, warped and burnt 

into wood boards with their with roller conveyor or mold 
high maintenance costs. handling systems. The wood 
EXCLUSIVE. Large size runners provide greater sta- 
AM-MAG bottom boards can bility on larger mold sizes 
be fitted with replaceable and prevent excessive abuse 
hard-oak runners for use on mold handling systems. 


FOUNDRY EQUIPMENT & SUPPLY CO. 


2970 WEST GRAND BLVD. DETROIT 2, MICHIGAN 
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(Concluded from page 282) 
hered to lubricating schedules, anc 
regular replacement of certain parts 
subject to unusual wear or stress 
In addition to a well equipped mainte 
nance department and _e attendant 
stock room, area maintenance mer 
are placed in each department and 
provided with mobile units for tools 
welding and other equipment. 

The company spends considerable 
time and effort in an experimenta 
laboratory for studying methods 
Many improvements in practice and 
in equipment have developed from 
these studies. 

Every precaution is taken to pre- 
vent fire, and a well trained fire fight- 
ing crew with mobile equipment is 
maintained. Special attention is 
given to promoting safety practices, 
and a well equipped medical depart- 
ment handles first aid. A lunch room 
is run by an employees’ committee, 
and canteens are operated from 6:30 
a.m. to 1 p.m. and from 5:30 p.m. to 
2 p.m. 

Special mention should be made of 
the employees’ entrance. Not only 
is it attractive and in close proximity 
to the parking lot, but it has suf- 
ficient covered area to keep employees 
from the weather in case of storm 
Uniformed guards are on duty con- 
tinuously. 

Visiting this fine plant and talking 
to the Albion Malleable family leaves 
the impression that both management 
and employees are progressive, inter- 
ested in their jobs and proud of their 
accomplishments. 


New ISEA Officers 


Edison L. Wheeler of the Wheeler 
Protective Apparel Co., was elected 
president of the Industrial Safety 
Equipment Association at _ that 
group’s annual meeting on June 25- 
27 at the Homestead, Hot Springs, 
Va. Also elected at the meeting were 
S. C. Herbine, Willson Products Co., 
vice president; J. B. Davies, Mine 
Safety Appliance Co., and F. R 
Davis, Jr., Davis Emergency Equip- 
ment Co., trustees. 

J. A. Brewer, Industrial Gloves 
Co., and G. M. Glidden, Acme Pro- 
tection Equipment Co., carry over! 
as members of the board, and Charles 
H. Gallaway, American Optical Co., 
ISEA president for the past two 
years, continues aS a member of the 
board for another year. In addi- 
tion Mr. Gallaway has been elected 
to the Board of Directors of the Na- 
tional Safety Council. In this ca- 
pacity he will serve as a liaison be- 
tween the ISEA and the Council. 
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... RADE PUBLICATIONS... 


For More Details on these Items Use Reply Card—Page 251 


‘é YLINDER POWER: Hanna En- 
4 gineering Works, 1765 Elston 
Ave., Chicago 22—Bulletin illustrates 
16-cylinder powered movements and 
shows 21 actual applications. Text 
describes how cylinder power can be 
utilized to speed production on all 
types of machines and equipment. 
Hydraulic or pneumatic cylinders 
can be used to push, pull, lift, press, 
clamp and control. The bulletin also 
illustrates many of the company’s hy- 
iraulic and pneumatic cylinders, 
manual and control valves. 

For More Details Circle No. 90—Page 251 


DIRT EJECTORS: Selas Corp. of 
America, Philadelphia 34—Two re- 
vised bulletins, SC-1007-1008, pertain 
to equipment for the removal of wa- 
ter, water-oil emulsions and dirt from 
ompressed air and gas lines. The 
equipment operates without moving 
parts, using ceramic filter candles to 
lean the air or gas without signifi- 
cant pressure drop. One series covers 
the range of 10 to 75 cfm; the second 
series from 100 to 500 cfm. Liquids 
ire ejected continuously and auto- 
matically. The filter candles are re- 
moved readily for cleaning. 

For More Details Circle No. 91—Page 251 


CUTOFF MACHINES: Tabor Mfg. 

Co., 6225 Tacony Street, Philadelphia 
35—Bulletin presents facts and fig- 
ures on a line of abrasive cutoff ma- 
hines ranging in size and capacity 
from the baby unit equipped with a 
5-hp motor to the big universal 20-hp 
type which is claimed to cut at prac- 
tically any angle on almost any shape 
asting. Information includes com- 
plete specifications, cutting capacities, 
working area for units designed to 
ut wet or dry, bevel or right angle. 
For More Details Circle No. 92—Page 251 


WASHROOM ECONOMY: Bradley 
Washfountain Co., North 22nd and 
Michigan Sts., Milwaukee 1 — New 
catalog describes and illustrates ad- 
vantages of group washing fixtures 

factories, schools and institutions 
of all kinds. It indicates important 
vings in water consumption, floor 
Space, installation and maintenance 
in be achieved with the equipment. 
Data on comparative costs and ad- 
vantages of group washing are in- 

led. 
For More Details Circle No. 93—Page 251 


Se 


HELL MOLDING: Monsanto 
‘hemical Co., Plastics Division, In- 
lustrial Resins Department, Spring- 
held 2, Mass.—lIllustrated 28-page 
Dovklet is claimed to represent as 

iplete and factual a text on the 


ll molding process as has yet ap- 


red. Its contents page lists the 
»wing discussions: Foreword, his- 


cal background, synopsis of the 
ll molding process, merits of the 
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proceess, equipment requirements, en- 
gineering equipment for shell mold- 
ing, materials requirements, sand; 
material requirements, thermosetting 
binders; release or parting agents; 
practical considerations of shell mold- 
ing, and process limitations. 

For More Details Circle No. 94—Page 251 


COMBUSTION EQUIPMENT: 
Hauck Mfg. Co., 124-136 Tenth Street, 
Brooklyn 15, N. Y. Catalog 52 gives 
a condensed and pictorial review of 
oil and gas combustion equipment 
for production, construction and 
maintenance application in industrial 
plants. An easy means of standby 
oil firing for industrial plants having 
seasonal shortages of natural gas is 
explained in catalog 715, which also 
illustrates typical applications of 
Hauck gas burner nozzles. 

For More Details Circle No. 95—Page 251 


THERMOCOUPLES: Leeds & 
Northrup Co., 4934 Stenton Ave., 
Philadelphia 44—Catalog EN-S2, of- 
fers the latest information on avail- 
able couples and couple assemblies 
for general application and includes 
a section on special couples for plant 
and laboratory. In a simplified tabu- 
lar arrangement, the publication lists 
the accuracy limits of couples, the 
temperature and physical limitations 
of thermocouple and protecting tube 
materials. 

For More Details Circle No. 96—Page 251 


REFRACTORIES: 
Products Co., Joliet, Il. — A new 
folder describes a complete line of 
insulation and refractory products, 
including a high-temperature vermic- 
ulite insulation available in block, 
brick, coating, granules and concrete. 
Also new types of chemically bonded 
refractory brick and a complete line 
of fire clay brick, fire clay flour, 
tap hole mix and ground fire clay. 
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FOUNDRY EQUIPMENT: Allis- 
Chalmers Mfg. Co., 1032 South 70th 
St., Milwaukee 1—Illustrated bulletin 
25B6092C covers equipment for 
shakeout, sand conditioning, casting 
cleaning, sand reclamation, as well 
as jaw crushers; motors, drives and 
controls; cupola blowers; are fur- 
nace transformers and controls; a di- 
electric coredrier, and power genera- 
tion and distribution equipment, 
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Illinois Clay 


AERATOR: National Engineering 
Co., F49 West Washington Blvd., Chi- 
cago 6—Complete data including de- 
sign details, photos and specifications 
of a new aerator for with the 
company’s muller in handling 
and preparation, are presented in bul- 
letin 484-A. Assembly consists of in- 


use 


sand 














ENGINEERS 
a oe ° 
FOUNDRY MANAGEMENT CONSULTANTS 

3110 W. FOND DU LAC AVE., MILWAUKEE 10, WIS 











CONVEYOR SYSTEMS 





Illustration of Stack Molding Application 


THESE ARE NOMAD’S 
REVOLUTIONARY FEATURES: 


1. No Vibration During Travel: 
location of rollers 
level track, guaran- 


vibration. 


Bottom board 
and smooth, 
tee against 


Effortiess Moving: 
of ball bearings in the rollers per- 


Twin rows 


mit moving with minimum friction 


Self Cleaning: Entire assembly 
to shed sand ac- 
cumulation. Top rail is self-clean- 
ing. 

Low Maintenance Cost: Non- 
lubricating bearing 
greasing and oiling. 
time minimized by 


is» constructed 


eliminates 

Cleaning 
self-cleaning 
open construction. 


Low Initial Cost: Case histories 


show offset of initial cost in only 
three months. 





Whatever the space and mo- 
bility problem, Nomad conveyor 
facilities can be assembled in a 
wide variety of combinations to 
bring a new and profit making 
efficiency to any foundry layout. 


“Gu Monufactured by 
NOMAD FOUNDRY EQUIPMENT 


DIVISION OF 
WESTOVER ENGINEERS 


3110 W. FOND DU LAC AVE. 
MILWAUKEE 10, WIS. 







dividual combing bars mounted on a 


hexagonal shaft. The first and last 
combing bar are secured to the shaft 
while the others are loose. Leading 
edge of the bar is hard surfaced. 


While the packaged conversion unit 
includes a set of bearings, existing 
bearings can be used as spares. Exist- 
ing V-belt drives can be used 
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BOTTOM BOARDS: Burr Oak 
Brass & Aluminum Division of Keyes- 
Davis Co., Burr Oak, Mich.—Text and 
illustration in a four-page folder de 


scribe features of aluminum bottom 
boards and jackets. Bottom plates 
rigidly bridged for stability and 


strength are properly vented, provided 


with hand pads and rolled edges. 
Jackets have heavy doweled and 
bolted corners, heavy metal reinforc- 


ing, rugged rib construction, and re 
placeable sides 
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MECHANIZATION Link - Belt 
Co., 307 North Michigan Ave., Chi- 
cago 1—Book 2439, representing a se- 
lection of actual case histories. tells 
and shows how a foundry can be 
mechanized for increased production 
better castings and improved work- 


ing conditions 
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DRUM SANDERS: Carborundum 
Co., Niagara Falls, N. Y 
oated 


Short 


strips of « abrasive torn off 








SION 





standard rolls are secured in place 
around the new drum sander. When 
the arbor nut is run up tight against 
the locking cone washer, the unit be- 
comes the same as a solid wheel 
Worn abrasive strips may be re- 
placed in a few seconds. 
For More Details Circle No. 102—Page 251 
CERAMIC SHAPES: American 
Lava Corp., Chattanooga 5, Tenn.— 
Illustrated bulletin provides de- 
scriptive data and size specifications 
on refractory ceramic shapes, includ- 
ing strainer cores, gate tubes, cut-off 
cores and troughs. 


n99 


VLE 
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DIE CASTING—Cleveland Auto- 
matic Machine Co., 4932 Beech St., 
Cincinnati 12—Bulletin describes and 
illustrates company’s model 400 high- 
hydraulic die casting ma- 
chine for aluminum, brass, magne- 
sium, zine, lead and tin alloys. Com- 
plete specifications are given. 
104—Page 251 


pressure 


For More Details Circle No. 

COMPRESSORS: Davey Compres- 
Kent, O.—Bulletin E-237 de- 
scribes all types of 105 cfm com- 
gasoline, diesel and electric 
truck-mounted units 
and industrial stationary machines 
are listed and illustrated in detail. 
Complete mechanical specifications 
are included in a handy reference 
table. 


For More Details Circle No 


sor Co., 


pressors, 


powered trailers, 
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CAR BOTTOM 
FURNACES 





You'll get clean heating, high efficiency, and fuel economy in the 


Johnst 


on furnaces. Engineering experience is also apparent in their 


smooth mechanical operation—in their roller bearings in car and 
door hoist shafts, and power operated car pullers. Write today for 


bulletin F-240. 


JOHNSTON EQUIPMENT FOR THE FOUNDRY 


@ MELTING FURNACES 
@ HEAT TREATING FURNACES 


@ HEATING TORCHES 


@ LADLE HEATERS 
@ BURNERS, BLOWERS, CONTROLLERS 


OVER THIRTY YEARS EXPERIENCE IN DESIGN AND MANUFACTURE. 


J HNSTON) 
’ me 


MANUFACTURING CO. 
2825 EAST HENNEPIN AVE. 
_ MINNEAPOLIS 13, MINN 


snore & MANUFACTURERS OF INDUSTRIAL HEATING EQUIPMENT 








TESTING MACHINES: Tinius Ol- 
sen Testing Machine Co., 1118 Eas. 
ton Road, Willow Grove, Pa. 


testing 

scription of Olsen L type testing ma- 

chines in five capacities from 60,000 

to 400,000 lb. Operating details are 

included with specifications. 

For More Details Circle No. 106—Page 251 
FINISHING COMPOUND: _ Blue 


Magic Chemical Specialties Co., 2135 
Margaret St., Philadelphia 24—-Bulle. 


Bulle- § 
tin 44 on low-cost hydraulic universal 
machines is devoted to a de-} 



























tin 1 describes new chemical in con- 
centrated paste form for descaling, 
roughing, deburring, cleaning and 
finishing brass, bronze, copper, gold, 
silver and certain other nonferrous 


parts by barrel tumbling. 
For More Details Circle No. 107—Page 251 

VISES: 
Co., Urbana, O. 
vises for wood and 
industrial and home 
and illustrated in catalog 60. Or- 
dering for particular needs is made 
easier through quick identification of 
vises by models and sizes. Order- 
ing of repair parts is facilitated by 
a complete listing with drawings. 
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Desmond-Stephan Mfg. 
Wide variety of 
metal working 
use are described 


SCALES: Howe Scale Co., Rut- 
land, Vt.—Condensed scale catalog 
11 includes a selection of 


1000 popu-’ 


lar standard scales measuring weights , 


1/64-0zZ to 400 tons. Special 
features include the beam 
tape-drive dial, weightograph projec- 


tion and the teleprint electronic re- 


from 


mote weight recorder. Catalog also 
shows a page reference to company 


hand trucks. 
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MAINTENANCE COATINGS 
United Laboratories, Inc., 16801 Eu- 
clid Ave., Cleveland 12—Bulletin de- 
scribes various industrial products 
for skidproofing, rust prevention, 
weather- 


painting over damp areas, 

proofing and decoration of exteriol 
masonry, interior waterproofing, 
painting over hot surfaces, protec- 
tion against acids, chemical fumes 


and other special maintenance work. 
For More Details Circle No. 110—Page 251 
SERVICE BOOKLET: Westing- 
house Electric Corp., Box 2099, Fitts- 
burgh 30—Booklet B-4766 presents a 
sound maintenance program based 
the use of renewal parts, repair ser 
» plants, engineering and field sem 
ice. Photographs show the 
skill, testing devices and repair equip- 
ment available through strategica 
located repair plants. Many impro\y 
design renewal parts are illustrat 
111—Page 251 


speci il 


For More Details Circle No. 


BUCKETS: Blaw-Knox Co., Bu 
et Dept., Pittsburgh 30—New 44-pas 
bulletin 2392 illustrates and describes 
four rope symmetrically designed 
buckets used primarily on_ bridge 
cranes, with man trolleys, with fi 
(Continued on page 288) 
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— DIE CAST POT 
; SPOUT POT 
NO. 550A 

WRITE FOR 

oved | HOLDING BOWL 
ut NO. HP7001 SCHEDULE OF 40 SIZES 
lee 2502 22nd Street DETROIT 16, MICH. Phone: Tashmoo 5-2404 
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A PREMIERE IN METAL-WORKI! 





| The Shell Molding Process 

‘ major, recent techno- SEE OUR 

logical advancements in the oe 

foundry industry. 

— FOUNDRY °* June 1952 
Unveiling Secrets of Shell 
Molding . . . At the touch of 


a button, this machine auto- QQ 


O UNIT 





























matically forms . . . both INES 
, «| P-gp - ) 
halves of a shell mold. Cia eed fee. 
BUSINESS WEEK July 5, 1952 if co le 
} = ” 
Look, no back-up — SHELL- US, | Datuk 
MOLDED Stainless Valves and 
Fittings Now in Production 
. increase in metal yield... 
Yo smoother finish . . . cleaner ™~ 
working conditions . . . 


— The IRON AGE June 26, 1952 











WHAT IS ALL THIS HULLABALOO ABOUT SHELLMOLDING ? 





In spearheading the industrial application of this process, we've 
been preoccupied with refining our basic techniques and perfecting 
the automatic machinery which, together, have established the eco- 
nomic feasibility of shellmolding. May we, at this point, therefore, 
add a few remarks of our own to the general chorus on the subject? 


Shellmolding has proved itself, in important segments of the 
American metal-working industry, to be a successful means toward 
anend. That end is the casting of metal more economically and 
at that, with a smoother finish, to closer tolerances, and of greater 
complexity than is possible by traditional sand-casting methods. 


These objectives can not be achieved just by going out and order- 
ing a molding machine that may — or may not — be suitable for 
turning out the size and shape and number of molds you need to 
meet these requirements. There’s a lot more to the production of 
competitively saleable shellmolded castings than that. 


Simple as it looks, simple as it sounds, it takes a tremendous 
amount of engineering know-how — of the kind that can be 
independently acquired, starting from scratch, only by years of 
research and experimentation, and that is otherwise available only 
from those who already have behind them ... proven records of 
successful experience 

— developing the basic process itself 


— engineering and constructing machinery 
and auxiliary equipment around that 
process 


— designing and building patterns speci- 
fically for use in that process, and 


— producing shellcastings under actual 
operating conditions at a saving to 
the foundry. 


We suggest that you get the machinery, the tools, and the engineering- 


backeround know-how you need. So far as we know, you can get tt, 
guaranteed on a performance basis, only from— 


SHELLMOLD & MACHINE CO., INC. 
70 PINE STREET, NEW YORK 5, N. Y. me 





(Continued from page 286) 
through sheave type trolleys, also o 
unloading towers and on boom typ 
and overhead cranes. Performan 
data and comparison of cargo dis 
patch and discharging vessels, barges 
and railroad cars are included. Hel 
ful information and diagrams ar 
presented on reeving, arrangemen 
of cables, cable life, and antifrictio 
bearings. 
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INSTRUMENTS: Brown _ Instru 
ments Division, Minneapolis-Honey 
well Regulator Co., Wayne & Windrim 
Aves., Philadelphia 44—Catalog 5000 
describes the principal instruments, 
control devices and related compo 
nents manufactured by the company 
Specifications of approximately 100 
measuring and control instruments 
and valves are outlined. 
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CONTROL THERMOMETERS 
Minneapolis-Honeywell Regulator Co., 
Wayne and Windrim Aves., Philadel- 
phia 44—Catalog 6482 describes re- 
cording and indicating electric con- 
trol industrial thermometers used for 
temperature control on drying ovens, 
cooking kettles, lumber kilns and 
plating tanks. Information on avail- 
able switching action, chart and scale 
ranges, dimensions and bulb and tub- 
ing variations is included. 
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VIBRATING CONVEYORS: Jef- 
frey Mfg. Co., Columbus 16, O. 
Catalog 849 describes and illustrates 
mechanical vibrating conveyors for 
effectively and economically convey 
ing large, medium and light tonnages 
of material. An extensive application 
is in foundries for handling shake 
out sand from continuous mold con- 
veyor systems, roller conveyor sys 
tems and in the handling of hot cast 
ings. 
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HEATERS: Dravo Corp., Heating 
Dept., Fifth & Liberty Aves., Pitts- 
burgh 22—Revised bulletin 523-B 
contains information on the use of 
heaters for eight applications besides 
space heating. Items include func- 
tional heating, process drying, tem- 
porary heating, medium temperature 
drying, tempering makeup air, drying 
vehicles after washing, crop drying 
and integration with air conditioning 
systems. Heaters are direct fired 
either with gas or oil, and are sup- 
plied in standard output capacities 
ranging from 400,000 to 2,000,000 
Btu per hour, 
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GRAPHITIZATION RESEARCH 
Edward Valves, Inc., subsidiary 0 
Rockwell Mfg. Co., East Chicag 
Ind.—Ten-years’ research finding 
covered in 12-page booklet discus 
the graphitization phenomena encoun 
tered in systems operated at elevate 
temperatures. Booklet also contain 
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eutectic diagrams and graphs illus- 
trating the effect of temperature, 
time, and other variables on graphi- 
tization. Separate sections cover the 
eifect of chemical composition, deox- 
idation practice, prewelding micro- 
structure, welding conditions, stress 
ind strain. 
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ROOF REPAIR: Hallemite Mfg. 
Co., 2446 West 25th St., Cleveland 
13—-Two folders recently issued dwell 
upon the composition of material used 
for constructing new and repairing 
old roofs. Specifications explain and 
illustrate, step by step, exactly how 
a properly constructed one or two-ply 
built-up roof is_ installed. Table 
shows the amount of materials re- 
quired per 100 sq ft. 
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PIPELINE STRAINERS:  V. D. 
Anderson Co., 1935 West 96th St., 
Cleveland 2-—Bulletin 252 describes 
the complete line of self-cleaning 
pipeline strainers in sizes from 4 in. 
to 3 in. Features include discussion 
of sediment control in steam traps, 
reducing valves, air tools, pumps, 
temperature regulators, etc.  Illus- 
trations show application of the 
strainer 
For More Details Circle No. 119—Page 251 


MELTING POTS: American Car 
& Foundry Co., 30 Church St., New 
York 8—Four-page pamphlet deals 
with a low-nickel-chromium = alloy 

st iron for pots in use in aluminum 

uundries, die casting plants, battery 

plants and smelting works. The met- 
also is used for ingot molds fo1 

| nonferrous metals, utility castings, 
ssenecks, etc. Tables show dimen- 

ns, Weight and holding capacity of 
tionary or holding pots from 3 to 


Gs ) dian 
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PROPELLER FANS: Manufactur- 

Equipment Co., 242 Madeira Ave., 
Dayton 4, O.—Five types of 30 to 
{S-in. portable fans and twenty mod- 
27 to 72-in. exhaust fans are 
ribed, illustrated and rated in 
letin 100. Although the company 
ializes in clay working equipment, 


fans are applicable to general 


ing and ventilating purposes 


ever large volumes of air are to 
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BIN LEVEL INDICATOR: Bin- 
Dictator Co., 13946 Kercheval Ave 
Detroit 15 Catalog describes and il- 

rates a complete line of bin level 
icators widely used to indicate the 

1 of granular and pulverized ma 
als in tanks, silos, hoppers and 

Numerous wiring diagrams 

a reference manual for instal 

on and maintenance crews. Also 

ribed is an aerator unit which 

roduces low-pressure air into dry, 

ely ground materials which are in- 
ned to pack and bridge. 
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Towmotor stacks bundles of pulp 8-high at Rising Paper Co., Housatonic, Mass. 


Sut’ feked @ powth — 


for one man—any man—to put capacity loads anywhere 
they're wanted with Towmotor. Just the man-hours say ed on 
any one handling job soon pay for Towmotor . . . often within 
a few months. And Towmotor Mass Handling equipment ts 
built to guarantee continuous mass savings. For your copy of 
‘“Man-Hour Thieves,” a guide to greater production efficiency, 
and name of your nearest Towmotor Representative write 
Towmotor Corporation, Div. 75, 1226 E. 152nd St., Cleveland 
10, Ohio. 


FTOWMOTOR 


THE ONE-MAN-GANG 





FORK LIFT TRUCKS and TRACTORS 
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COLUMBIA-SOUTHERN 


SODA BRIQUETTES 


ln Blast Furnace 
and Foundry 






REDUCE SULPHUR 
CLEANSE IRON 





Columbia-Southern Soda Briquettes do these 
two important jobs extremely well. 

Walnut in shape and size, Soda Briquettes 
expose maximum surface area for fast, efficient, 
dependable performance. 

They are simple to feed into ladle or cupola, 
save time and cut labor costs. Soda Briquettes 
are dustless, which eliminates waste and im- 
proves working conditions. 


Soda Briquette shapes 
shown here are about 
2/2 times actual size. 
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COLUMBIA-SOUTHERN 


CHEMICAL CORPORATION 
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INSTALL 
ARIDIFIERS 
ON LINES 
SERVING 











On any air or gas line 92% of the dirt, 
Sune oil, scale and water that enter the Aridifier 


Paint Spray 


is trapped and removed from circulation. 


Air Tools ee seb scap , 
Air Hoists The Aridifier’s patented centrifugal- 
Foundry baffle action scrubs air and gas clean and 
Jogging dry .. . protects equipment, prevents 
Machines freezing, fouling, corrosion and caking, } 
Sand Blasting produces best results with spray gun and 
Tools air tool operations, etc. Easy to install. 
Sand Blasting Self cleaning. Maintains itself. 10 | 
Rooms models available. Capacity 7 CFM to 
Metal Spray 17,000 CFM. 
Guns...or 
Wherever the Learn HOW the Aridifier i, 
line must deliver scrubs with a patented cen- » Tat | 
clean, dry air trifugal-baffle action. ~ ‘~ 
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or gas Write for This Catalog A 


Now! > | 
ENGINEERING CO. 


Lr son, 
4913 W. Lawrence Ave., Chicago 30, Ill wm he 
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@ NEW patented visor position hinge locks visor in 
“raised” or “working” position. 

@ Full protection from flying particles, chemicals, 
splashes, sparks, etc. 

@ Rugged and sturdy yet lightweight. 

@ Visors available in 4, 6 and 8 inch depths and 
020, .040 and .060 thickness. 

@ 3 Models of headgear — Large spark protector, 


small spark protector and no spark protector. | 
Write for LITERATURE and PRICES. 


UNITED STATES SAFETY SERVICE CO. 


KANSAS CITY 6 MISSOURI BRANCHES IN PRINCIPAL INDUSTRIAL CITIES 
in Canodea PARMELEE, LTD. Toronto 
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Just pull the trigger: wu me 


MURPHY PISTOL SPRAYER 







































































and the Just pulling the trigger of the MURPHY PISTOL- 
SPRAYER shoots a stream of blackening into in- 
HAMILTON ner pockets that could never be reached by the 
old-fashioned brush or swab method. This spray- 
SPRAY GUN er was designed by a practical foundryman and 
| now it is widely used for cleaning permanent 
irt, molds, for aluminum and other metals, and also 
1er for sand-blasting 
yn. “ ? 
nt Br ing 3 PRICES COMPLETE WITH SUCTION HOSE AND SINKER 
ans PIPE SIZE jie" | 1/8" 1/4" 3/8" 1/2" 
nts PRICE F. O. B. 
~ eaheenie $12.00 | $12.00 | $12.00 | $14.50 | $18.00 
_ Also a complete line of products designed to 
10 banish moisture from all kinds of air compres- 
an sion systems — Aftercooler, Separators, Fil- 
ters, Traps, and Regulators. _ 
; : Over a million 
Write for descriptive literature. sold to date 
my 
j 
] AFTERCOOLERS © SEPARATORS © STRAINERS © TRAPS 





Complete with a 41/4 ft. length of suction 
hose and sinker. For spraying molds and 
cores with liquids, for cleaning motors and 
machinery, for laying dust, for spraying 


) 


hot roofing materials, and many other uses. 
[rigger control, 


guaranteed. 





Chaplets 


. extensive line, 
many patented and 
exclusive features. 










SPRAY GUNS PISTOL SPRAYERS 


JAS. A. MURPHY & CO.,INC, 


HAMILTON, OHIO 


Cry Stool 











CHAINS 


DO MORE WORK, LAST LONGER, 
COST LESS than wrought iron types! 








Your chain problems are sub- 
stantially reduced with TM Alloy 








Steel Chain. Records prove 

it outlasts and outperforms 
wrought iron types. It’s more 
economical too! 

TM Alloy Steel Chain has 
twice the tensile strength. Con- 
trolled heat-treatment assures 
a uniform hardness of from 265 
to 285 Brinell. Highly resistant 
to abrasion, cold-working, grain- 





Pattern Plates 


. aluminum and Dowmetal 


OO ORI BE. LE LE 


Complete information in Catalog No. 16 
and other literature sent on request 





| 
| 
| 


Manufoctured by 


BUFFALO 7, N. 


211 


CHANDLER ST., 





September 1952 





5 Pete’ 0 & EQUIPMENT CO., 





growth and shock at all tem- 


peratures. 
THE MARK OF QUALITY 


hy This Registration Ring 
: bears the serial number 
wa | : 











ISAS and safe working load. 
we”: 
a Send for free booklet containing 


all the facts and specifications on 
famous TM Alloy Steel Chain. 
eeeeeeeeeeseeeeeeeese 


S. G. TAYLOR CHAIN COMPANY * 
+ 


o Dept. 18, Hammond, iIndiona 
2 
AYLOR ADE Rush literature and prices on TM 6 
Alloy Steel Chains. ° 
A GREAT NAME IN e 
e Name e 
o 
Y. SINCE 1873 Dstrtvase a 
7 
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LASTS FAR LONGER! REDUCES DOWN TIME! 


Replace Worn End Plates on 
Barrel-Type Shot Blast Machines 
with 


MANGANAL 


Patents 1,876,738—1,947,167——2,021,945 


11% - 134% MANGANESE-NICKEL STEEL 


HOT ROLLED PLATES 


e¢ MANGANAL is easy to flame-cut. 
e MANGANAL is the toughest metal known not harmed by heat. 
e MANGANAL workhardens up to 550 Brinell under impact and abrasion. 
e MANGANAL has a tensile strength up to 150,000 p.s.i. 
r FREE 


REPLACE WORN DEFLECTOR PLATES WITH MANGANAL ins heen 
FLAT APPLICATOR BARS FOR REAL ECONOMY! est methods for speedy 


and economical repair 
of worn equipment. 


—~—| 





BP iviid jails 














Name of nearest 
distributor on request. 












92 N. J. “RAILROAD AVE, NEWARK ! 5, N. 4. 
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WESCO CORE BLOWER 
) for SHORT or Long Runs 
Small Foundry saved 


25% of cost in first 
month of operation 




















HINGE TUBES 


Used to core clean, accurate 


Large Range— | 
from smallest core to 
holes through ribs and lugs 6= in weight. } 


which extend into the mold 





N h li 
perpendiculer to the parting o channeling 


immc 


Uses a minimum of air 


Here a hole that could not 


\ ok Automatic sand filler 
- y , be drilled is formed perfectly 
ny G Hinge Tube Air Chuck optional 


Write for Catalog No. 148-F 


Smith & Richardson 


MANUFACTURING COMPANY WESTERN HDWE. & SPECIALTY MFG. CO. 


MANUFACTURERS OF HINGE TUBES CHAPLETS AND FOUNDRY SPECIALTIES 3830 No. Fratney St., Milwaukee 12, Wis. 
GENEVA « ILLINOIS 


You need this core 
cost cutter. Write for 
Bulletin ‘‘F’’ 
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No. 4 DAYTON RING VALVE 
BENCH 


RAMMER 


MORE POWER—MORE SPEED 


You'll get more production with 
these faster, more powerful ram- 
mers and at the same time sub- 
stantially reduce maintenance 
costs. 





The Valve Units will last for years. 
The Cylindgr Bores and Piston 
Rods are HARD CHROME 
PLATED which doubles the life 
of the Rammer. Many of the larg- 
est foundries in the country have 
already adopted them as standard. 
Made in six sizes to meet every 
requirement 


| Send for Bulletin 300 


| DAYTON PNEUMATIC TOOL CO. 


Manutacturere of Pneumatic Toole Since 1903 


| =D AYTON, OHIO 


























| 
q 


Alloy ingot and Shot. 


p roducers of Nickel . 
| 
Cupro Nickel Shot and 


pure Copper Shot. 
Special Metallurgy to 
suit our customers 
needs as well as 
standard Master Alloys. 
Highest standards of 
Metallurgical Control. 


you A4 
VAG SUN ) 
- LSLAL 
170!) ROCHINGHAM #o0an 


DAVENPORT, 1OWA 
PHONE 6256! 


— +e 
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MAKE YOUR 
FOUNDRY 







with 


COMPOUND M 





oa yauy + Vere” 





Many foundries in the country no longer look 
like foundries! From their clean floors and walks, 
you would almost think you were in a spotless 
machine shop! 


The Johnson-March system with Compound M 
stops dust at its source—and it is the one system 
that provides positive control of dust at a cost 
averaging less than 1/10th of other systems. 


Don’t let dusty floors and walks affect your 
workers’ efficiency . .. create work stoppages. . . 
be a constant health hazard. Investigate this 
low-cost system today. Our engineers will be 
glad to discuss your problems at no obligation 


Johnson ‘ March 


Specialists in Dust Control 


Dept. F-2 * 1724 CHESTNUT ST. + Phila. 3, Pa. 











MY CASTINGS 


must have these 


AY PROPERTIES 


























Then You Want oe 
es ; 
40-E 


ALUMINUM ALLOYS 


More and more, they’re turning to these 
amazing high-strength, featherweight alloys 
for every type of casting from truck axles 
to railway jacks, from aircraft parts to axial 
fan rotors. Frontier 40-E alloys are a special 
formula of aluminum with zinc, magne- 
sium, titanium and chromium ... as ideal 
for precision optical parts as for gun turrets. 
Frontier 40-E may be just the alloys to give 
YOU better results. Why not investigate? 


HELPFUL INFORMATION Pi 

ON YOUR ALLOY PROBLEM = 

in this free Frontier Data Book. “aN | 

Write for your copy today! oom, 
Remember — if ALUMINUM ba, 

@ can do it better — FRONTIER —— 

40-E ALUMINUM ALLOY wa ee FS 


can do it best! 





, 
A 





‘ina: 


War. FRONTIER 


BRONZE CORPORATION 


4878 Packard Road, Niagara Falls, N. Y. 












HILADELPHIA 


OKE 


PHILADELPHIA COKE COMPANY 


4501 Richmond St. 
Philadelphia 37, Penna. 
PHONE: DELAWARE 6-3100 


Producers of 


FOUNDRY - METALLURGICAL 
INDUSTRIAL COKE 














wo¥ SILICON Ron 

















A BLAST FURNACE 
PRODUCT 


Smelted from Superior quality 
lake ores, high grade metallur- 
gical coke and limestone, using 
our own local No. 1 Sharon Seam 
coal. 


A “blend” with JISCO 
is sound metallurgy. 







xn 


"THE JACKSON IRON & STEEL (Zosneany 


JACKSON, OHIO 
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heavy stuff becomes 
light-weight aggregate 


You can tell by the close 
spacing of the hoops on this 
16 x 50 ft. Neff & Fry Silo 
that the material stored is 
very heavy. The silo. when 
filled. holds 450 tons of per- 
lite. the raw material fo1 
Permalite—a_ light-weight 
aggregate made by The 
Great Lakes Carbon Co. 

Our folder. “Bins With 
the Streneth of Pillars.” ex- 
plains how Neff & Fry 


Super-Concrete Staves are 


~ 
ree) 
; : % 





| made to give them rocklike 
density and extreme crush- 





ing streneth. 

If you handle any flowable bulk material, it will 
pay you to read our folder. Ask for a copy now 
while you re thinking of it. 


THE NEFF & FRY COMPANY 


214 Elm St., Camden, Ohio 


NEFF & FRY 6 "sommes 


eptember 1952 














ELECTRIC MELTING 
FURNACE 


. . as ever, the dependable furnace for the production 
of high-grade stainless, alloy and rimming steels. 


Removable roof of new design now available 
for the larger furnaces. 


AMERICAN BRIDGE DIVISION 
UNITED STATES STEEL COMPANY 
General Offices: 525 William Penn Place, Pittsburgh, Pa. 
Contracting Offices in New York, Philadelphia, Chicago, 
San Francisco and other principal cities 





You can depend on the quality that is built into every 
Demmler Core Box Vent. All orders are promptly filled 


from stock. 
SLOTTED VENTS 
(Available in Brass or Steel) 

Slot Widths: .010”, .013”, .015” 
Diameters: 1%", 3%", 4", 5", 34", X44", 15", 84", %", VK" 

Yi Be", 

STAINLESS STEEL SCREEN VENTS 

Mesh: #30, #40, #50 
Diameters: 3", 14”, 6", 38", 1%", 

144”, 1%" 


ILLUSTRATED FOLDER ON REQUEST 


Wm.DEMMLER ¢ Zc:. 


Wad w 4 7 
2e78 0 44 0 


Kewnsee, GhLCtst0t 
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Get fast even heat 
more production... lower 
operating costs... by using 


MAH Razsortom 


ANNEALING FURNACES 


MARR car bottom furnaces... 


are equipped for oil or gas firing and for manual 
or aviomatic temperature control. Burners may fire 
either over or under or both, depending on type 
of load, for faster, more uniform heat penetration 

. in the shortest time . . . at the widest tem- 
perature range—up to 2200 Fahr 








OTHER MAHR FURNACES 
Standard @ Batch @ Pusher @ Continuous 
Rotary © Pit @ Gas 

or Oil Fired 





Write today for Equipment Bulletin No. 200. 
Specifications and information supplied on any size 


furnace required. ADAPTABLE FOR: 


1804 N. 2ND_ STREET 


NOAH ER ICAU RU DEDACEMBU PRION GMOs 
DIVISION OF DIAMOND IRON WORKS, INC. 
MINNEAPOLIS, MINNESOTA, U.S.A. © Stress Relieving 


“THAT GOOD™ 
FOUNDRY COKE 


DEBARDELEBEN COAL CORPORATION 


2201 First Ave., North @ Birmingham 3, Ala. 


il WEST ST. Phone 3-9135 
rr: DEPT. F, N. Y. 13, N. Y. 





@ Carburizing © Drawing @ Tempering 


e Hardening @ Normalizing @ Spheroidizing 














KORN © 


METAL MARKING CRAYONS 


Permanent markings on all types of hot, cold, 
wet or dry metals assured with these versatile 
crayons. Ideal for marking cores. KORN CRAY 
ONS produce superior results under all cond: 
tions. Write today for free samples and price \ 
list. Inquiries from distributors are invited 


























wp SLINGERS, HERE IS THE ANSWER TO YOUR MAGNETIC SEPARATOR JOBS! 
FOR SA 


CONDITIONERS AND HOMER “Power-Plus” Magnetic Separators 
CONVEYORS -- Permanent non-electric—Unaffected by Heat, Cold, Moisture 
etm _ CAN BE USED INSIDE or OUTSIDE PLANT... 


Homer MAGNETIC DRUMS— Available 
in standard diameters from 12° to : 
30”; face widths 4” to 60”. Can be & 
furnished with or without 
enclosure, 

Homer MAGNETIC PLATES — Avail- 
able in standard widths from 4” to 
26°; lengths and number of poles 
as required. Special fabrica- 
tions to your specifications. 


Write for descriptive bulletins 


) 
“THE HOMER MANUFACTURING CO., INC., DEPT. 156, LIMA, OHIO 7, 
296 FOUNDRY 








Homer MAGNETIC 
PULLEYS and UNITS 


—Available in 


> 







standard diameters 
from 12” to 30”; belt 


=> widths 4” to 60”. Spe- 
y cial sizes upon order. 
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SHOULDER RADIATOR 
CHAPLET 
OPEN HEAD 


HAS THIS 
ADVANTAGE 












The Open Head en- 
ables you to pack 
sand solidly under 
the head and around 
stem of chaplet—and 
obtain more rigid and 


We also make MOTOR CHAP- 
LETS, Boiler Chaplets, Forged 
Head Chaplets, Fitted Head Chap- 


lets, Double Head Chaplets and dependable core 
other types. Write for Bulletin. support. 
26470 Lakeland Bivd. bution te minimum 


Cleveland 22, Ohio 


casting rejects. 








* | MOLDERS' roots 
@ ay, MONK toot co. 
| y | UNION ST., GENEVA, ILL. 


PRODUCERS 4 
CORE SAND 











PITS AT 
MICHIGAN CITY. INDIANA 
AND SAWYER. MICHIGAN 


CORPORATION 


MICHIGAN CITY, INDIANA 














| | EDWIN S. CARMAN, INC. 


LEE ROAD AT MAYFIELD 
CLEVELAND 18, OHIO 








A COMPLETE FOUNDRY SERVICE 


september 1952 





























BRUSCO CORRUGATED STEEL BOXES 


Save floor space — stack 
safely from floor to roof. Four 
way entry for fast, efficient 
handling. Equipped with 
crane lugs for movement by 
crane. Fabricated from 
heavy gauge corrugated 
steel to give added rigidity 
and maximum strength. Thoroughly and securely 
arc welded for longer, maintenance free life. Made 
in various sizes and load capacities to suit your 
requirements. 





No. 559 BRUSCO CORRUGATED SKID BOX 


Saves valuable floor 
space and speeds produc- 
tion. Made in all sizes 
and various gauges of 
steel to fit any load capa- 
city. Stack from floor to 
roof. 





No. 1210 BRUSCO SELF DUMPING HOPPER 


Speeds production and 
saves labor in handling 
your parts and materials. 
This hopper is fabricated 
of heavy steel plate thor- 
oughly reinforced. Made 
in 42, 1, 1% and 2 cubic 
yard capacities. Under- 
clearance is optional. 





Write today for new Bulletin No. 500 presenting the 
most complete line of Part Boxes and Brusco Self 
Dumping Hoppers on the market. 


i ——— ssanpame EQUIPMENT 


© EB ste 


" BRUMMELER STEEL PRODUCTS CORPORATION 
1412 lonia Ave., S.W. Grand Rapids, Michigan 
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POUR IN 


WITH THESE 


PROFIT 
MAKERS 
1 


MIXERS 


gn for 








Advanced desi di 
exact charging, o's 
charging — adjustable 


triple mixing hoes 
removable abrasion 
resistant alloy § 


drum liners. 





























teel 





ing cupolas 
Places 
oisture 


For patch 
pneumatically. 
high density—low ™ a 
lining faster at lowes ‘e 
and with less atten i 
care. Available with ga 


lectric POWET 












ore 


CONSTRUCTION 
MACHINERY COMPANIES 
WATERLOO, IOWA 


















TERRE HAUTE 


SPECIAL 


FOUNDRY COKE 







A QUALITY PRODUCT 


Sold Exclusively by 
Rerpupriic Coat & CoKeE Co. 


8 South Michigan Ave., Chicago 3, Illinois 


BRANCHES, Peoria * New York » Indianapolis * Milwaukee * Minneapolis * St. Louis 
Detroit « Cleveland « Cincinnati 
Manutfoctured ot Terre Haute, Indiana by INDIANA GAS & CHEMICAL CORPORATION 











TUMBLING BARRELS 


Roller Bearing throughout 
Direct Motor Drive with Speed Reducer 
V Belt Motor Drive—Tight & Loose Pulley Drive 


ROYERSFORD FOUNDRY & MACHINE CO. 


BOX F 
ROYERSFORD, PA. 

















GLOSSARY OF FOUNDRY TERMS 


Compiled by Ed Bremer, FOUNDRY Metallurgical Editor 


This extensive glossary of foundry terms was 

compiled from a wide variety of sources. Ar- 

ranged in handy booklet form, it is a valuable $00 
reference for every foundryman. 32 pages. — 
PENTON PUBLISHING COMPANY, Book Department 
1213 West Third St., Cleveland 13, Ohio 








WELLMAN 





NO BUCKET-OPENING SHOCK 
ON CRANE HOOKS 


The Wellman ‘“Hook-on”, single-line bucket 
provides you with clamshell bucket service ag 
any crane hook where suitable head room and 
hoist capacity are available. 

Both bucket and crane are protected against 
opening shock by a pair of adjustable snubbing 
sheaves. The snubbing action on the closing 
lines eliminates any shock when the bucket 
opens—an important feature since the oper- 
ator cannot control opening speed of a single 
line bucket. 

Capacities from ¥ to 2 cubic yards. Write 
for free bulletin. 





THE WELLMAN ENGINEERING C0. ceveano somo 
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SAND MOLD DRYING TIME 


Reduced from 


12 HOURS 
to 
15 MINUTES 


with 
BURDETT (The Original) 
“RADIANT HEAT” 


GAS MOLD DRYER 


Only short of a miracle—yet, 
here is the photographic proof 
showing the portable Burdett 
“Radiant Heat’ unit that dries 
large sand molds to a depth 


of %2” in 15 minutes. Burdett (, B u @ ¢ é : t T 


results commonly increase pro- 





duction 300%, saving 25% to MANUFACTURING COMPANY 
oe fuel. Ask for complete 3469 West Madison Street Chicago 24, Illinois 
etails. 





Also Manufacturers of “Radiant Heat’ Systems, Ovens, Heaters, 


A AAALAC MRRB ORE TS Si <tc : 
Air Make-Up Units, Spray Booths and Washers. 


CRUC IBLE * ie it HARDLAC 
RETORTS, GRAPHITE oe Protects 


SUPER REFRACTORIES, FLUXES WOOD or METAL 
BAY STATE CRUCIBLE CO, TAUNTON. Mass. PATTERNS 


© In Use Or In Storage 


Hardlac pattern coating in standard pattern 
A A WICKLAND Ae co colors recommended by A.F.A. is ready to use 
e e & i and easy to apply. It sets up a smooth surface 
: that resists core-oil absorption and sand abra- 
! sion. Protects patterns from swelling, shrinking 
FOUNDRY qu ay] i mS BY ! and cracking. Ideal for metal patterns, also. 
} Write for Literature. 
McDOUGALL-BUTLER CO., INC. 





























EricotWEERING BUILDING - CHICAGO 6, ILLINOIS 


Cast Aluminum MACHINED PATTERN PLATES 


Shipped promptly from the World's Largest Stock 


All standard flask sizes are carried in stock. All plates are cast with one inch flask margin all around 
PLUS large, well shaped ears for flask pins and vibrator. Order by flask size, not plate size. It will 
pay you to investigate this source for quality plates 


Some Typical Prices for %” Plates ... Add 33 1/3% For 1/2” 


10x 16... 9.90 11x 18 11.22 12x 18...11.88 14x 16 12.18 
10 x 18 10.56 12x 14 10.26 13x 16..11.58 14x 18 14.52 
11 x 16 10.26 12 x 16 10.86 14x 14...11.22 16x 16 14.52 


General Offices, Buffalo!+, New York 








Send for Price List Today—Special Shapes and Thicknesses to Order 
ARTHUR E. WILL, 643 West 11th Street, ERIE, PA. 
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‘Allin all I have found it to be the 
Most Versatile Piece of Equipment 


for our rather cramped applications”’ 


Attests: James B. Igleheart. Mer. Warehouse Div., International Steel Company, Evansville, Ind. 


THE ONLY CRANE THIS SIZE WITH FULL CIRCLE SWING! 


These 154-ton COLES CRANES are being used extensively 
for material handling, where ability to reach over the back 
of large piles...is important. With COLES you have excep- 


Coles Ij-ton used in 
Yard at Barber- 
Greene Co.. Aurora, 
Mlinois 




























tional maneuverability in close quarters, in or outdoors. 


LITTLE CRANE DOING A BIG JOB 


Yes—there’s Giant Strength and a gentle touch 
in every COLES CRANE from 1% to 23 tons. Pre- 
cision built to operate with smoothness and 








accuracy from four grouped controls all at 
the operator’s fingertip. This Crane is also 
used as a maintenance tool in many plants. 


















, Write for details and name of your local 


* . . . 
Inside warehouse ‘| distributor who will 

International Steel Co. 

Evansville, Indiana 


° AS: f. 


CRANES == eater ae 


INCORPORATED ‘ NS ee an a 
be 





survey your plant re- 





quirements, 


Box 942-X Joliet, Hl. 







































| SUPERIOR PERFORMANCE 





400 Series 1000 Series 





Reda Stack-Loading melting furnaces for ferrous and non- 
ferrous meials have been designed and built by experienced 
foundrymen for foundrymen everywhere. That is why Reda 
DO MORE WORK AT LESS cost furnaces provide advantages far beyond those found in 

other, and more expensive types; that is why, with Reda 
because they deliver more power per cubic foot of furnaces there is less down time for maintenance, longer, un- 
interrupted melting runs, and lower melting costs. 
air consumed, are light in weight for easier maneuver- Another feature is the Reda Burner arrangement which can 
ability ond they retain their new tool power longer. operate from oil and gas simultaneously or be switched from 
one fuel to the other instantly. 


Write or phone for complete details. 











ARE PREF ED BY 
E ERR B OPERATORS CHARGE MELT CAP./HR. 
because they are lighter in weight, better balanced and SERIES IRON | BRONZE IRON | BRONZE _ 
designed to reduce shock and be free from vibration. 400 | 4007 | 4507 800 # 13507 _ 
550 5504 | 625# | 1100# | 18754 

IF YOUR PROBLEM INCLUDES 1000 _|_looo#_|_1125#_|_2000# | 33754 _ 

2000 20007 2250# 4000# 67504 
chipping, ramming, grinding, buffing, sanding or LARGER MODELS ON REQUEST 
wire brushing, write us today for full particulars. STACK LOADING 


DIRECT FIRED—REFLECTING TYPE 
THE MASTER PNEUMATIC TOOL COMPANY, INC. 

ow v5.» REDA FURNACE 
SALES * SERVICE * STOCK * COAST TO COAST REDA PUMP CO. Bartlesville, Okla. 
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Pot tour cael clearing 


AMASTEEL is the blast cleaning material that is engineered for 
the job. 

AMASTEEL assures the lowest cleaning cost. 

AMASTEEL lasts many times longer. Investigate! 


AMASTEEL provides peak efficiency in shot for blast cleaning and 
peening. Developed by the maker of “PEENBLAST”, “CLEANBLAST” 
and “ALLOY 99”. 


Abrasive for any and all kinds of work. 


Prrrttee ALLOY METAL ABRASIVE CO. 


CLEANBLAST 
ALLOY 99 311 WEST HURON ST. ANN ARBOR, MICH. 


@@e 6 














' 











| 











CROBAUGH LABORATORIES 
Chemists — Metallurgists 
FOUNDRY SERVICE 
THE FRANK L. CROBAUGH CO. 


Phone SUperior 1-4712 CLEVELAND 13, O. 


WELDED AND BOLTED 
TYPES © ALL SIZES © 
COMPLETE CONTROL 
EQUIPMENT ® 26 YEARS 
)) A LEADER IN MAGNETIC 

> um MATERIALS 
% HANDLING. 










SHORT CUT /,; 














POWDERED GLASS 


AN EXCELLENT BRASS FLUX 


—Economical— THE OHIO ELECTRIC MFG. C0. * 5900 MAURICE AVE. © CLEVELAND, 0. 


THE BASSICHIS COMPANY Associate Member Institute of Scrap Iron and Steel, Inc. 
CLEVELAND 13, OHIO 








A-2757 

















Make Your Own Tests in Your Plant 
Save Time and Test Costs... 


NATIONAL FORGE Universal Testing Units 


Simple to operate—no special training re- lined unit to production, research or school 
quired, these sturdy universal testing ma- instruction tests of a great variety of mo- 
chines are dependable and moderately priced. terials and specimen sizes. A.S.T.M. accur- 

Wide working clearances, long — stroke, acy requirements are guaranteed. 


quick-action simplified variable speed con- Three load scale ranges: Model TMU-A— 
trol, improved grips and a wide spread of 0-30,000, 0-6000, 0-600 Ibs. Model TMU-B— 
load scale ranges adapt this modern, stream- 0-15,000, 0-3000, 0-300 Ibs. 


Prompt Deliveries. For details, write for Brochure 501 
Testing Machine Division 


NATIONAL FORGE & ORDNANCE COMPANY 


Dept. F Irvine, Warren County, Penna. 





Model TMU-A—Height 44” 
width 64”; weight 1200 ibs. 
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TOUGH 
PRODUCTION 
PROBLEMS 


Manufacturers who have tough production schedules equip their 
plants with Knapp heat-treating equipment. 

They are using them because they are built for SPEED: — 
Temperature recovery well within established limits. Quench 
adjustable from 3 to 8 seconds with arrested descent immediately 
before immersion, thus reducing impact and preventing 
excessive distortion; EASE OF HANDLING: —assured by floor 
level loading and unloading; SAFETY:—positive locking 
devices at floor level and top positions, all operations push button 
controlled by one operator; ACCURACY : — guaranteed variance 
of temperature not to exceed plus or minus 5°F in any part 
of the working zone after stabilization; QUALITY: — 
uniformly high physical and chemical properties due 
to the elimination of the human element. 

Over 40 Airframe and other Manufacturers in the U'S. 


: 
and abroad are meeting their production schedules 
with patented Knapp-Lee Quick-Quench furnaces. 


The Knapp reputation for build- 
ing better equipment is maintained 

throughout its entire line of stan- JAM ih) H. 
dard and custom built furnaces. 


Knapp has the answer to your heat 
treating problems. Write today. 


\ 





ont cCQeoeegae AT ES 
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MADE EASIER WITH KNAPP’S 
30 YEARS KNOW-HOW! 


Patented Knapp-Le 


_ Quick-Quench Furnace 


839-841 EAST FOURTH STREET e LOS ANGELES 13, CALIFORNIA 








SERVING YOU 


"'Core Blowing Operations'' 


INSERTING DRILL 





e@ Uniformity of holes @ Faster insertion of vent 
@ Correct Depth 


CORE — — 





DEEP HEAD SHALLOW HEAD 


Wide or Narrow — — ‘— Narrow a 
.014 
gee 
ee a > 






For mee Slots 
Made of Tempered Steel, Easy to Use 


C.M.SMILLIE & CO, 


1124 WOODWARD HGTS., FERNDALE 20, MICHIGAN 


/ with molstURE CONTENT 


UNRESTRICTED AS TO 
BRAND OR TYPE OF 
LINING MATERIALS 


* 


HANDLES 
PRE-TEMPERED CLAYS | 
AND REFRACTORIES i 


OF 4% OR MORE 


BLASTCRETE EQUIPMENT CO., INC. 
11154 Santa Monica Bivd. 
Los Angeles 25, California 


WRITE FOR FOLDER 
— 


| SHOOT 


‘YOUR MA ATERIALS IN PLACE 


WITH THE 


SLASTCRETE Machine 























P 











TOOLS * PRECISION MACHINED and GROUND PARTS ¢ FIXTURES QUICKLY PAYS FOR ITSELF IN ANY FOUNDRY 








FOUNDRY 
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| GUE 


TNaACE 


OUL 


DRY 
BINDER 









LIQUID 
| BINDER 











For 
CORE WORK, SAND FACINGS, SPRAYS 


Write for pamphlets giving detailed information. Both ma- 
terials carried in stock by America’s foremost foundry jobbers 


Robeson Process Company American Gum Products Co. 
(Established 1905) (Established 1915) 


GENERAL OFFICES: 500 FIFTH AVENUE e NEW YORK 18. N. Y. 


























MAKE BETTER CORES FASTER 
ne | 6 ge. at less cost- 


\ 


ae 




















Write for 
illustrated 
Bulletin 
No. 152 





MODEL J is well suited 
for experimental work 


MULLER Core Sand MIXER ‘.2"mirsrmn 


well as regular produc- 
tion. Casts bearings, 


3 cubic foot capacity—mixes 250-300 Ibs. per batch. : 
bushings, gears, ete. 


| 


} Every foundryman knows that better cores mean ; 
better castings. This new, labor-saving core sand a ag 0 Mi ing bes rigs gr — and 
. ; : ‘ : E aes - easy to operate to produce eco- 
mixer will pay for itself in a short time. Without it manent molds or sand = omically a wide range of superior 
’ . . & . 
your core room costs are higher than they should be. molds up to 24” in ee teak eee 


; diameter and up to a unit, and does not require @ 
PRICE: $344 complete with 11%4 H. P. 12” high. special foundation. 


electric motor ready to plug in, 


} FOB Metuchen, N. J. 


This mixer is available in a 6 cubic foot size, also. 
eR) MULLER MACHINERY COMPANY, Inc. 
= Metuchen 14, N. J. Cable Address: MULMIX 
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“OLIVER s7..0cn 
DOUBLE-DISK SAN DER 


Sands wood patterns, 
large and small, {2 


nails and ail! 








This “Oliver” Sander 


smooths end grain 
and removes saw marks. Sands down screws and nails left 


in salvaged patterns. Sander comes with two disks 371/2" 


diameter. Equipped with motor-in-head or belt drive. 


Tables have 2” lateral adjustment, and up to 45° angular 


adjustment. Write for Bulletin 41D. 


OLIVER MACHINERY COMPANY 


Established 1890 GRAND RAPIDS 2, MICH. 














ABC 


of 


IRON and STEEL 


440 Pages—Fifth Edition 
Profusely Illustrated 


19° 


THE GREATEST BOOK 
EVER WRITTEN ABOUT 
THE MAKING OF IRON 
AND STEEL 


of IRON and STEFL 





—The ABC brings you the combined knowledge 
and experience of 31 outstanding authorities on steel- 
making. it's the veg tl sia of its kind available today. 


EXPERT 


BOOK DEPARTMENT, PENTON PUBLISHING COMPANY 
1213 West Third Street, Cleveland 13, Ohio 


Please send copies of “ABC of Iron and Steel 
Enclosed is $ . Bill me 
NAME 


ADDRESS 
CITY STATE 


*Please add 3% sales tax on orders for delivery in Ohio 








Impregnate 
PRESSURE CASTINGS 


Economically 
i YF 


with the NEW 
200 Mogullizer 





dence of porosity remaining. 
A positive, low-cost method 
of impregnating pressure 
castings to meet the most 
rigid specifications. Pressure 
castings impregnated with 
this equipment have been suc- 
cessfully subjected to severe 
tests with hot kerosene, hot oil, 
hot water and other solutions 
under pressure, with no evi- 


Meets All Contract Specifications 
If your contract calls for cast- 
ing impregnation, get the 
facts on this MOGULLIZER 
packaged plant which utilizes 
both pressure and vacuum 
stages. 

Write today for free literature 


and recommendations for your 
casting salvage problems. 


NOTE: There are job shops in certain areas who can 
take care of your contract work. A few territories are still 
open for job shop installation. Write for set-up plan today. 


METALLIZING CO. OF AMERICA 


Dept. F, 3520 W. Carro!l Ave., Chicago 24, Ill., Telephone: SAcramento 2-3710 





MODERN BLAST CLEANING AND VENTILATION 


By C. A. Reams 


Most approved methods of blast cleaning and 
ventilation are fully covered from the stand- 
point of modern practices. A valuable text 
covering the entire field and its allied equip- 


ment. 

200 pages Price 
28 tables $4.00 
38 illustrations Postpaid 


THE PENTON PUBLISHING CO. 


Book Department 
1213 W. 3rd St., Cleveland 13, Ohio 














PURO-SEAL FLUX 


ducine DETTER BRASS 
and ALUMINUM 
CASTINGS 


Write for Particulars and 


TRIAL SAMPLE 


uy seal THE PURO-SEAL COMPANY 


ror PE OF METALS 



























2323 WEST 3rd STREET- CLEVELAND 13, OHIO 







FOUNDR’ 





























Chunk core 
made from 
Ottewa 
washed and 
dried sand. 
Grain fineness 
No. 48; 3% 
Mabco Kuik 
Kore Kom- 
pound and 
4% moisture; 
dry weight 
534; Baking 
time 1/2 
hours at 


350 F. 


Mabco KUIK KORE KOMPOUND! 


TIME IS MONEY — SAVE IT THIS PROVEN WAY! 












Featuring 
3 BIG OPERATIONS 
WITH 1 EQUIPMENT 





Compressed air portable oil © 
burner equipment for light- 


®@ Mabco KUIK KORE KOMPOUND is an outstanding, a mee “— drying 
molds. so hand pump 
proven product developed to help you make better cores, types. 
faster, and ultimately at less cost. Most sands require as 


little as 3 percent KUIK KORE KOMPOUND. 











This Hauck All-Purpose Unit with 
interchangeable Burners and Nozzles, 


















' } . . . lights cupolas, heats ladles, dries molds. 
ig. By following instructions carefully, many of your Keik, aliieonens 40 boii tana 
ns core-making problems can be eliminated. ‘ flame adjustable and can be directed 
St- a ee from any angle. Nothing like it for 
he torches — no preheat- superior performance. Get Hauck 
ER Write today for further information on this outstanding Mabco Product. ing, for — lin- Foundry Catalog. 

ings, cores, molds. 
eS 
a — HAUCK MANUFACTURING CO. 
106 Tenth St., Brooklyn 15, N. Y. 
~ 2 M. A. BELL COMPANY ; 
ur 
Dept. AK, 217 Lombard i, St. Louis 2, Mo. Venturi low pres- 
sure and high pres- 
| Offices in: sure air atomizing 
HOUSTON ST. LOUIS DENVER ple ghosligeinir 
} ee . + os Pertable venturi high pres- heating, core and 
Serving the Foundry Industry for over 25 years sure oil burners with ad- mold ovens, melting 
justable burner stand for and annealing fur- 
370 heeting and drying ladles. maces. 








For Surface Blemishes in 


ALUMINUM 
| CASTINGS 





Reduce Use of Chills 


in Gray Iron Casting 





er you used - ee Now all you have to do to 
Foundry Cement made especially to ; ‘ P 
) correct blow holes, porous and rough get hard chilled iron is add 


spots, dents and other unsightly but 
harmless surface defects in otherwise 


sound aluminum alloy castings? TELLURIUM 
} dit y 


Applied like the widely used Smooth-On 
lron Foundry Cement, Smooth-On No. 8 
{/uminum Cement fills in evenly, hardens 
quickly, matches perfectly. Stays in place, 
too, for it expands slightly as it sets. 





Comes in 1, 2, 3, and 4-gram 


tablets; also in powder, 
Smooth-On No. 8 Aluminum Cement 
omes in 1- and 5-Ib. sizes. 1 Ib. will fill 
] 17 cu. in. Order it by NAME AND : 
NUMBER from your supply house. If they haven’t it, for 16-p icl 

write us. If you have not yet discovered Smooth-On No. 8, OF SH page orleans en 


isk us for the use of TELLURIUM 
FREE SAMPLE TO TEST in chill control. 


You'll receive also the famous 40-page SMOOTH-ON HANDBOOK, 
filled with industrial uses for the various Smooth-On Cements. 170 
illustrations. Write today. 

SMOOTH-ON MFG. CO., Dept. 17 
570 Communipaw Ave., Jersey City 4, N.J. 


YA ®t: SMOOTH-ON 


slabs and sticks. For full 





information, write Dept. LM 


—____ 





American Smelting and Refining Company 
120 BROADWAY e¢ NEW YORK 5, N.Y. 





No. 8 ALUMINUM CEMENT 
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CLASSIFIED ADVERTISING 


Help Wanted 


FOUNDRY 





Help Wanted 


FOREMAN 


Mechanized foundry in Northern Ohio Fine opportunity for per- 
on fully qualified and having good knowledge of medium weight 
gray iron and semi-steel castings as to production, rigging and 
scrap contro Know of cupola operations not essential 
All replies confidentia 

BOX 220 


FOUNDRY 


CLEVELAND 13, OHIO 


MAINTENANCE AND PLANT ENGINEER 


Young eng 


and preventive maintenance 


ineer—M.} rr E.E, t 














Mechanized 


) specialize in plant engineering 


foundry in Northern 








Ohi Send complete infor tion, resume, experience and ref 
erence \ replies considered confidential 
BOX 221 
FOUNDRY CLEVELAND 13, OHIO 
iniiiiiiaiiit WELDING ENGINEER 
OUN ’ PLANT ENGI i ! 1) _ P : 
LANT |} INEER ANI Experienced welding engineer needed for plant 
‘oie ‘ in Chicago area currently engaged in production 
MASTER MECHAN ; 
IC of armor castings. Man with technical and 
- ; practical experience in welding steel castings 
ds rs, é seca n preventive : tenance for particularly low alloy castings. Will have op- 
production in modern grey iror ur y, one of portunity to grow in large steel casting organ- 
¢ res r *oliforr Tijct , ner Py +4 Qr ~ TAY 
largest in C lifornia. Must y expel ization. Address: Box 135, FOUNDRY, Cleve- 
enced in all phases f Y molding land 13, Ohio. 
cleaning of productior f € Salary 
open. Enclose resume of past rience and let- 
te of recommendation t with pl GENERAL FOREMAN 
yraph rict t : hE 12 . TRY . 
_ Sag hl NONFERROUS FOUNDRY 
iadenc¢ } pe es : 
paid for interview With molding experience in making nonferrous 
castings required; practical experience and 
. ability to handle men is essential. Company in 
BOX 174 vreeeee : a eee ee 
Metropolitan New York area is expanding and 
‘ ’ - _ ; there is an excellent opportunity for the right 
FOUNDRY CLEVELAND 13, OHIO) man. In making application state age, where 








STEEL FOUNDRY MEN 
Experienced supervisors in patterr 
core, cleaning, nspectior open neg 
process control] required for irge g t 
owned defense plant in Chicago area ntly 
engaged in production of armor 1 F All 
levels of supervisors required. Company organ- 
izational setup of sufficient size geressive 
ness to afford permanent opportunity t super- 
visors whose performance proves abov average 
Address: Box 999, FOUNDRY, Cleve d 13 








FOUNDRY ENGINEERS AND DRAFTSMEN 
Having foundry operating or plant engineering 
experience. Write, enclosing photograph and 
complete record of education and experience in 
detail, including previous employers and length 


T 





State age a 


LESTER B 


nd salary 


expected Al 


; )- 
KNIGHT & ASSOCIATES, 





INC., 600 W. JACKSON BLVD., CHICAGO 6, 
ILI 
INSPECTOR 
For iron and ste tings in 
O 
306 


you have worked and what you can do 
Box 177, 


Address: 
FOUNDRY, Cleveland 13, Ohio. 








EQUIPMENT SALESMEN 
Leading manufacturer has several established 
territories to offer. This company’s new policy 
means an attractive opportunity to future sales- 
men Reply stating age, marital status and 
willingness to travel. Address: Box 180, 


FOUNDRY, Cleveland 13, Ohio 


FOUNDRY SUPERINTENDENT 
Thoroughly experienced man in aluminum per- 
manent mold for modern midwest foundry, Mag- 


nesium experience helpful, Essentials are ability 
to handle people and maintain production sched- 


ules Technical background helpful, not re- 
quired For a qualified man who probably has 
at least ten years’ experience, salary is open 


and future unlimited Bonus plan Send com- 
plete resume in confidence. Address: Box 122, 
FOUNDRY, Cleveland 13, Ohio. 


CHIEF ENGINEER 
SALARY $8000—$10,000 


Permanent mold and die cast die design experi- 
ence in light metals required Man we want has 


a souna record behind him and has top man- 
agement ambitions for the future Borns plan 
Write tn detail Address: Box 121. FOUNDRY 


Cleveland 13, Ohio. 


Help Wanted 


GENERAL FOUNDRY FOREMAN 


Large steel foundry in Eastern Pennsylvania 
has position available for aggressive. steel 
foundryman, Excellent opportunity for advance. 
ment. Must have well-rounded foundry exper- 
ience and be capable of coordinating core room, 
slinger floors, and dry floor, large casting pro- 


duction, for efficient operation, In reply state 
age, experience, salary expected and when 
available. Address: Box 188, FOUNDRY, Cleve- 
land 13, Ohio. 


SUPERINTENDENT OR GENERAL FOREMAN 


Gray iron foundry with capacity 40 to 50 tons 
daily, located Lower Michigan. Produces light 
and heavy castings on jobbing floors, squeezers 
and rockovers. Capable, aggressive man can 
have a very exceptional opportunity with many 
years successful operation. Age 45 or under, 
BOX 224 
FOUNDRY CLEVELAND 13, OHIO 


CLEANING ROOM FOREMAN 
To supervise cleaning, 
in modern, mechanized, 
cated near Los Angeles. Department employs 
approximately 25. Salary open for highly ex- 
perienced man. Address: GREGG IRON 
FOUNDRY, 650 HICKSON STREET, EL 
MONTE, CALIF, 


shipping and inspecting 
gray iron foundry lo- 


FOUNDRY METALLURGIST 

for supervisory position by aluminum 
and bronze foundry in Northern Ohio. AAA-1 
Co. Address: Box 182, FOUNDRY, Cleveland 
13, Ohio. 


Wanted 





SUPERINTENDENT 
Opportunity for well qualified experienced super- 
intendent of nonferrous foundry employing from 
100 to 150 people, Applicant should be between 


35 and 45 years of age. Enclose photograph 
and state complete record of education and ex- 
perience in detail including previous employ- 
ment and length of service. Address: Box 207, 


FOUNDRY, Cleveland 13, Ohio. 


ABRASIVE SPECIALIST 


As consulting engineer with wide experience 
in production of steel grit and shot is needed 
to place existing plant on modern, efficient op- 





erating basis. Profitable opportunity. Addres 

30x 218, FOUNDRY, Cleveland 13, Ohio, 
WORKING MOLDING FOREMEN 

Gray iron jobbing foundry 50 miles west of 

Chicago producing loose pattern work up to 5 

t needs one foreman for floor work (sand- 

slinger) and one foreman for bench and squee 





Address: Box Cleveland 


Ohio 


work 217, FOUNDRY, 


13, 


SALESMAN OF FOUNDRY SUPPLIES 
& FACINGS 
Long established company requires sales repre- 
sentative for Southern New England and Easter? 


New York territory. Give complete background 
in reply. Salary and commission. Address: Box 
216, FOUNDRY, Cleveland 13, Ohio. 


MOLD LINE 
Experienced in malleable iron. 


FOREMAN 
Fine opportunity 


for qualified man Large malleable found 
Central Ohio. Address: Box 205, FOUNDR 
Cleveland 13, Ohio 

FOUNDRY MANAGER 
Southern Michigan grey iron jobbing four 


with yearly volume of over $400,000 has imme 


ate opening for general manager to take com- 
plete charge of office, plant and sales. Per- 
manent opportunity. When replying state ag 


responsibilities, previous 
30x FOUNDRY, 


family 
Address: 
Ohio. 


experience, et 
Cleveland 


208 


FOUNDRY 








vania 
steel 
vance. 
exper- 
room, 
& pro- 
' gtate 
when 
Cleve- 


EMAN 
0 tons 
s light 
leezers 
n can 
many 
ler, 


OHIO 


yecting 
ry lo- 
mploys 
ly ex- 
IRON 

EL 


ninum 
AAA-1 
veland 


super- 
. from 
etween 
graph 
nd ex- 
mploy- 
x 207, 


prience 
needed 
nt op- 
idress: 





repre- 
asterr 
yround 
3: Box 


rtunity 
oundry 
VNDRY 


in aaa carlos mle 
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Representatives Wanted 


REPRESENTATIVE WANTED 


Pattern shop in N.W. Ohio. Open time on small | 
large wood production patterns and metal 
natch plates. Address: Box 215, FOUNDRY, 


Cleveland 13, Ohio. 


SALES REPRESENTATIVE WANTED 
for exclusive sales 
Strainer Cores and 


foundry industry. 
to those who can 


Several territories are open 
AMERICAN Ceramic 
ther ceramic products to the 
Very attractive offers made 
give this their full attention. Address: AMERI- 
CAN CLAY FORMING CO., AMERICAN 
FOUNDRY DIVISION, WILLISTON AND COM- 
PANY, PEOPLES BANK BUILDING, DELTA, 
OHIO 
MANUFACTURERS’ AGENT 

industrial ovens and furnaces in 
New England, Southern 
Chicago, Commission 


Wanted to sell 
following territories: 
Ohio, St. Louis area, 
basis. Men with 
Address: The Carl-Mayer 
Euclid Ave., Cleveland 15, 


Accounts Wanted 


Corporation, 3030 


Ohio. 





SALES REPRESENTATIVE 

Man with many years of experience serving 
metalworking field has decided to operate as a 
Manufacturers’ Agent covering Northern Ohio 
for one or two well established lines. Interested 
in lines sold to metalworking including castings, 
forgings, gears, fasteners and sintered pow- 
dered metal parts. Address Box 191, FOUNDRY, 
Cleveland 13, Ohio, 


Positions Wanted 


AGENT 
engineering background, 
Wisconsin. Consider on 


MANUFACTURERS’ 
Additional lines wanted, 
well acquainted state of 


exclusive basis only. Address: Box 204, FOUND- 
RY, Cleveland 13, Ohio. 
EXECUTIVE POSITION 


secholasti- 
knowl- 
and human 
melting and 
and super- 


Sound 
Working 


Desired by young family man. 
il and practical background 
edge of economics, production, sales 
relations. Experienced in molding, 

sand and laboratory in both worker 
visory capacity. Previously technical 


technical experience preferred. | 


advisor in | 


grey iron and malleable. Presently sales rep- 
resentative for large midwest foundry. Salary 
$10,000 year. Must give 30 days notice, Address: | 
Box 226, FOUNDRY, Cleveland 13, Ohio. 


FOUNDRY MANAGER 
Metallurgical engineering graduate with twenty- 
years’ steel foundry experience. 
administrative, labor relations, and 
phases of the business. Desires change, 
with small or medium size steel 
ferred. Address: Box 187, FOUNDRY, 
land 13, Ohio. 

GREY IRON 


Available. 
direct all phases of foundry activities. Light to 
medium heavy work. Green and dry sand. Well 


nine 


position 


FOUNDRYMAN 


versed in cupola operation and metallurgy. 
Fifteen years in present executive position. 
fiddle aged. Good appearance. Pleasing per- 


Pp i 


nality. Address: 
land 13, Ohio. 


FOUNDRY MANAGER 


‘wenty-six years in machine tool foundries. Ex- 
erience covers all foundry operations. Special- 
zed Knowledge of foundry cost control, incen- 
ve systems, industrial relations, production 
nethods and organization. Foundry consultant 

sand and quality control, mechanization, 
pola operation and genera] foundry problems. 
Age 42, now employed. Address: Box 797, 
“OUNDRY, Cleveland 13, Ohio, 


Box 603, FOUNDRY, Cleve- 


- (o 


<i | 


bret + 


FOUNDRY ENGINEER 

iduate—12 years of jobbing and production 
indry experience, both light and heavy work 
grey iron steel and malleable. Some nonfer- 
is, Work has been mainly in rigging, trouble 
oting, iron melting and plant engineering cov- 
ng equipment planning, installation and main- 
ance. Presently employed but desires change— 
ferences, Any location considered. Address: 
Box 164, FOUNDRY, Cleveland 13, Ohio. 


1 
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Strong in 
technical 


foundry pre- | 
Cleve- | 


Capable, qualified and experienced to 


_ Positions Wanted 


PATTERN SUPERINTENDENT 


FULLY EXPERIENCED IN HIGH PRODUC- 
TION EQUIPMENT. OVER 30 YEARS’ EX- 
PERIENCE IN DESIGNING AND PRODUCING 
HIGH PRODUCTION EQUIPMENT. AGE 53. 
AVAILABLE SEPTEMBER Ist. ADDRESS: 
BOX 178, FOUNDRY, 


OUNDRY SUPERINTENDENT 


Fully qualified on large and small machine tool 
castings in gray iron. Good record on quality 
control, organizing ability, production and costs. 


CLEVELAND 13, Ohio. | 


Up to date on sand, metal and mechanization. | 


Prefer foundry with over 200 men. 
ployed. Address: Box 117, FOUNDRY, Cleve- 
land 13, Ohio, 


WEIGHT ESTIMATING 


Estimating of casting weights furnished by re- 
turn mail. Accurate, reliable and confidential 
service. Automatic calculator equipment, Nomi- 
nal fee. Send blueprints to: CHARLES E, RO- 
LAND, ITASCA, ILLINOIS. 


MANAGER—SUPERINTENDENT 


Twenty-eight years of gray iron experience and 
some nonferrous, Outstanding practical and 
technical background. Have supervised as many 
as three hundred men, 125 tons daily, produc- 
tion and jobbing, mechanized or semi, Excellent 
cost man, ability to handle men and can obtain 
results, Age 47. Address: Box 991, FOUNDRY, 
Cleveland 13, Ohio. 


FOUNDRYMAN 
Desires position as foreman or superintendent 
gray iron or nonferrous. Practical man, 26 
years’ experience in production and light jobbing 
shops. Address: Box 183, FOUNDRY, Cleve- 
land 13, Ohio. 


FOUNDRY MANAGER 
OR 


SUPERINTENDENT 

Practical progressive foundryman—30 years’ ex- 
perience gray iron, semi-steel and malleable. 
Capable of taking complete charge all phases of 
any foundry—cost, sales, estimating, rigging for 
production and reduce scrap. Very cost minded. 
Last 15 years in executive capacity. Address: 
Box 195, FOUNDRY, Cleveland 13, Ohio, 


FOREMAN—WOOD PATTERNMAKING 
Twenty-two years as foreman and department 
manager in wood patternmaking including also 
ten years purchasing patterns and castings, ex- 
pediting and coordinating. Experience on general 
machine patterns, power presses, rolling mill 
equipment, etc. Best of references from wherever 
pattern equipment was used. Address: Box 209, 
FOUNDRY, Cleveland 13, Ohio 


FOUNDRY SUPERINTENDENT 


OR 
GENERAL FOREMAN 


Large or small castings in gray iron or non- 
ferrous, green or dry sand 20 years’ practical 
experience in all foundry details. New Jersey 
preferred. Address: 30x 214 FOUNDRY, 
Cleveland 13, Ohio. 

CORE ROOM FOREMAN 
Man with 30 years’ experience in foundry busi- 
ness would like core room foreman position in 

+ 

or around Boston, Mass. Address: 3ox 212, 
FOUNDRY, Cleveland 13, Ohio. 

FOUNDRY SUPERVISOR 
Wide experience, practical, technical and super- 
visory. Nonferrous operations. Desires position 
with good opportunity. Age 44, free to move 
if necessary. Address: Box 211, FOUNDRY, 
Cleveland 13, Ohio. 


FOUNDRY SUPERVISOR 
A graduate metallurgist with experience in steel, 
gray iron and brass. Forty years of age. Have 
had managerial experience and am desirous of 
becoming associated with progressive firm. 
Address: Box 176, FOUNDRY, Cleveland 13, 
Ohio. 


ASSISTANT 


production su- 
foundry 


MANAGER OR EXECUTIVE 
Experienced as works manager, 
perintendent and sales’ engineer of 
producing heat resistant and stainless castings; 
also as chief metallurgist of tractor works. 
Desires position with progressive organization. 
Address: Box 223, FOUNDRY. Cleveland 13, 
Ohio. 


Now em-| 








a 
Positions Wanted 


FOUNDRY METALLURGIST 


with 


as- 


Graduate, age 32, married, two children, 
management expericnce de:ires position as 
sistant superintendent or supervisor in foundry 
in midwest. Broad technical background for 
field service if necessary. Can handle personnel, 
sand control, melting problems, methods, radi 
raphy, costs, safety, gating and risering, mili- 
tary specifications and would like to develop 
incentive system. Being released from Navy in 
October, available for interview now. Address: 
Box 229, FOUNDRY, Cleveland 13, Ohio. 









GENERAL MANAGER 


suc- 
taken 
shortly 
reliable 
finance 
foundry, 
Box 222 


Mature, profit-minded, dependable. Has 
cessfully managed four companies—two 
out of the red. Available for service 
with medium-size company requiring 

directing ability in management, sales 
and production. Excellent experience, 
machine and related lines. Address: 
FOUNDRY, Cleveland 13, Ohio. 


PATTERNMAKER 


First class patternmaker on wood, 
plaster work. Capable of being foreman 
small shop or can work on bench on any time 
of work. Know plaster pressure match plate 
and cope drag work with core boxes and driers. 
Forty years’ experience in pattern and foundry 
trouble work. Address: Box FOUNDRY, 
Cleveland 13, Ohio. 


and 
of 


metal 


228 
, 


FOUNDRY MANAGEMENT 


practical experience in all phases 
steel foundry operations including manganese, 
armor, heat and corrosion resistant castings. 
Complete charge of all plant operations last six 
Ad- 


Twelve years’ 








years. Graduate metallurgist Age 36. 
dress: Box 225, FOUNDRY, Cleveland 13, Ohio. 
SUPERINTENDENT 
Fifteen years’ experience as foundry superin- 
tendent, Light to heavy gray iron jobbing 
work. Practical and technical training. Cost 
minded and aggressive. Age 43, Address: Box 

232, FOUNDRY, Cleveland 13, Ohio, 
Opportunity 
OPPORTUNITIES 
Expanding Illinois Aluminum foundry offers 


excellent opportunity for active participation in 
ownership to permanent mold designer with ex- 
cellent qualifications and experience and a de- 
sire to build on a worthwhile enterprise. 

BOX 190 


FOUNDRY CLEVELAND 13, OHIO 





Available Capacity 


OPEN CAPACITY 


Electric steel castings, also ingots New plant 
ready for operation, capacity 500 tons monthly. 
Address: ROY E. DUNCAN, FOUNDRY PRO- 
DUCTION SALES & SERVICE, 311 SCOTT 
AVENUE, NASHVILLE, TENNESSEE. 
OPEN CAPACITY 

Gray iron jobbing foundry has open capacity 
for production work. Quotations handled prompt- 


ly. Address: FOUNDRY, Cleveland 


13, Ohio. 


Box 231, 


Employment Service 


SALARIED PERSONNEL 


$3.000-$25,000. This reliable service, established 
1927, conducts confidential negotiations for high 
grade men who seek a change of connection 
under conditions assuring if employed full pro- 
tection to present position. Send name and ad- 


dress only for details. Personal consultation 
invited. Address: JIRA THAYER JENNINGS, 
241 ORANGE STREET, NEW HAVEN 10, 
CONN. 
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765 PE 


Station: 
PH 60 
CORP f 


NEW YORK 





Employment Service 


EMPLOYMENT COUNSEL, INC. 
‘‘All The Name Implies’’ 


JOHN COPE, Manager Foundry Dept. 


Recruiting men for employers in the foundry industry throughout the nation. Openings in 





219, FOUNDRY, Cleveland 13, Ohio. 


Wanted-T B WILL MERGE OR SELL ACTIVE ALUMINUM 
o- uy PERMANENT MOLD FOUNDRY 
Available—Aluminum Permanent Mold Foundry 


with Tool and Die Shop, near Chicago. Es- 
tablished over six years in forty-five hundred 


WANTED square feet of favorably leased fire-resistant 
25 24” x 30” Steel Flasks with 5” Cope, 4” Drag space, with reinforced concrete floors, city water 
1 Used SPO Jolt Stripper Cope Molding Ma and sewage. Adjacent to railroad siding and 
chine truck headquarters. Complete equipment in good 
Givewsantiaiowtanshe working order. Gas fuel. Additional work force 
yive serial Number available. Comfortable backlog of orders for 
THE TREATY Co. castings from number of large customers, Low 

overhead and break-even factors. 
GREENVILLE, OHIO Might consider becoming captive to manufacturer 


who can use entire output or merger, thus free- 
ing up present owner from whom prior responsi- 
bility demands more time. Open to ideas. 


TTT 


Steel, Malleable, Gray Iron and Non-Ferrous—Jobbing and Production, Salaries to $20,000. 
PLANT MANAGERS SUPERINTENDENTS 
GENERAL FOREMEN MOLD FOREMEN 
CORE FOREMEN MELTING FOREMEN 
CLEANING FOREMEN MAINTENANCE FOREMEN 
PATTERN FOREMEN METALLURGISTS 
INDUSTRIAL ENGRS. TIME STUDY ENGRS. 
And all other Administrative and Sales Positions. 
WRITE or CALL for registration. 
Completely Confidential 
SUITE 500 7 WEST MADISON ST., 
CHICAGO 2, ILLINOIS FINANCIAL 6-2100 
F d i i 
oundry Service Foundries For Sale 
SERVICES FOUNDRY CONSULTANT FOR SALE 
Art bronze foundry for sale outright or can be 
Announcing a new foundry service. Tell us your! had one half down and balance can be ar- 
troubles. We will give you the best service pos-| ranged. A $250,000 outfit for $75,000 cash or 
sible. We guarantee results or no cost to you.! on terms Half century in this business and 
Grey iron—hard and soft, brass and bronze, have customers since our beginning 1902 If | 
melting, core room, cleaning and sand prob-| interested in buying let’s hear from you. Reason 
lems, Cupola operation and repair, Address:| for selling, have had two heart attacks, Will 
Box 181, FOUNDRY, Cleveland 13, Ohio teach the business to the buyer. Address: Box 





B CLASSIFIED 
B ADVERTISING 


Foundries For Sale 


FOUNDRIES FOR SALE 


IRON FOUNDRY producing 20 tons small ma- 
chinery castings per day. Excellent equipment 
for low cost production. Well trained personnel 
This plant is priced low 

IRON FOUNDRY in rural area producing light 
and medium castings. Price $35,000, easy terms 


EDWARD H, ZOLL 


FOUNDRIES SOLD AND LEASED 
790 BROAD ST. NEWARK 2, N. J. 


GRAY IRON FOUNDRY 

In Western New York town, open shop, operat- 
ing profitably, complete organization low costs 
Equipped with squeezers for small castings, 100 
tons monthly capacity. Ideal for company de- 
siring captive foundry or will sell half interest 
to experienced foundryman. Present owner ac- 
tive in the business for over forty years, Address: 
Box 210, FOUNDRY, Cleveland 13, Ohio, 


FOUNDRY FOR SALE—GRAY IRON 
Located Northeastern Ohio—in Dover. Personnel 
available for immediate operation. Building and 
equipment suitable for jobbing work. Address 





WANTED Cash consideration for Capital Stock would be 
$25,500, or for fixed assets, deferred charges, 
BRIDGE CRANES Good Will, etc. $29,000, plus value of inventory 
it time of sale 
ARNOLD HUGHES COMPANY For further details concerning this excellent op- 
portunity address 
NOBSCOT BLDG. DETROIT 26, MICH. BOX 166 
FOUNDRY CLEVELAND 13, OHIO 
WOODWARD 1-1894 eeeereaementereesers Ta a 
MAGNESIUM FOUNDRY 
Located small Oklahoma town Excellent labor, 
1 union Building 60’ x 130’ with clean of- 
AIR COMPRESSOR WANTED fice Concrete floor throughout. Excellent | 
k ' a ; equipment. Immediate possession Several good | 
ury, slow speed. 75 to 100 HP 220 V 3) accounts presently being serviced including gov- 
Cy or diesel powered Address ABC) ernment work Price $25,000 Will consider } 
34-12 10 ST., LONG ISLAND CITY 6 lease or profit sharing arrangement with expe- | 


rienced foundry manager Address: Box 1424, 
Tulsa, Oklahoma 


WANTED 


Need for production—Simpson Mixer, Raymond 
Mill, one or two vibrating screens. Please give 


full pa 


rticulars, P. O. BOX 1351 CHURCH NONFERROUS FOUNDRY 


STATION, NEW YORK 8, N. Y. 


Very modern brass foundry California Bay 


district Sales for 1951—$200,000 4 molding 

stations, 3 crucible furnaces, tilting type, 800 

MIXERS WANTED lb apacity, Wheelabrator and automatic core 

oven Roller conveyors to shakeout pits to con- 

Used Simpson Intensive Sand Mixers State size, trolled synthetic sand Cost $60,000 to replace 

condition and lowest cash price or immediate Price $22,750 for quick sale Concrete building 

acceptance. Address Box 578, FOUNDRY, Cleve- idapted for foundry use Will lease with op- 
land 13, Ohio. tion to buy 


BOX 206 


FOUNDRY CLEVELAND 13, OHIO 
WANTED 
USED EQUIPMENT 
#4 Whiting cupola 
t—Model FA Modern pouring devices with 300 
b. ladles SMALL FOUNDRY FOR SALE 
1—Covered geared ladle—1500# cap On New York Central Railroad side track in 
1—Roots positive pressure blower Approx. 4000 Lockport, New York. Floor space of molders ap- 
CFM proximately 11,000 square feet with exceptional 
1—Maxon Pre-Mix forced air burner unit dumping ground for disposal of slag and waste 
2—Tumbling mills 36” diameter, 72” long indefinitely at lowest expense over declivity on 
Send complete informatior the land. Considerable foundry equipment thrown 
r s in for the price of assessed value of the real 
NEW CASTLE FOUNDRY CO. estate. Address: JEFFERSON UNION COM- 
BOX 903, NEW CASTLE, PA. PANY, LOCKPORT, NEW YORK. 
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SCHRADER FOUNDRY, Box 149, Dover, Ohio 


For Sale 


LATE MODEL MOLDING MACHINES 
#918 Johnston & Jennings Jolt Rollover 
and Pattern Draw—Table Size 44” x 54” $1500.00 
Herman Hi Speed Rollover & Pattern 
Draw Molding Machine—1500 Ib. series; 
Table siz6 S36" SIS" ose ccvka sa ce cies cos @eOOKee 
(2) REJ International jolt, squeeze, roll- 
over and draw molding machines; 800 


lb. cap.; used very little..........Each $1100.00 
4000 lb. & 6000 lb. Clark Fork Lift 
Trucks Good condition..........Each $1500.00 


#91 Osborn Core Blower, with clamps. $650.00 
Also Vertical Tower Core Ovens, and Electric 
Melting Furnaces. 
BALCHER MACHINERY COMPANY 
1884 S. COMPTON ROAD 
CLEVELAND HEIGHTS 18, OHIO 
TEL: FAIRMOUNT 1-1186 





FOR SALE 

1 COMPLETELY NEW REVERBERATORY 
FURNACE FOR MELTING ALUMINUM 

Combination—oil or gas fired 

All steel construction, 

Brick lining—414” thick. 

Insulation brick—4%” thick. 

9” brick lining off walls 

Charged from door in rear or may be charge 
from side dip-out opening. 

Spout tap discharge or dip-out discharge 

Thermostatic controlled. 

Temperature recording meter. 

Leeds & Northrup Recording Instrument—Ther 
mostat controlled 1000° to 1700° F 

Floor space: 8’ x 8’. 

Height: 8’. 

Holding capacity: 2000 Ibs 

Melting capacity: 1000 lbs, per hour 







Includes all ne sary controls and equipmer 
for completing furnace other than brick f 
lining. 

Detailed drawings furnished 

May be inspected 

Call us at our expense if interested 

THE KINDT-COLLINS COMPANY 

12651 ELMWOOD AVE, CLEVELAND 11, 0 

EVERYTHING FOR THE PATTERN SHOP 


FOUNDRY 
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For Sale 


FOR SALE 
MOLDING MACHINES 


8—13 x 8 Tabor power squeeze flask lift ma- | 


chine split pattern type. 
1—International 14 x 8 jolt rollover draw. 
2—Deuscher Stationary jolt squeeze. 


2—SPO +#611B Stationary Oscillating Jolt | 


Squeeze Strippers. 

BLOWERS FOR CUPOLAS AND FURNACES 

2—15 HP Spencer-Turbine 2250 CFM at 16 oz. 

10—High temperature blowers 1400° F. 9000 to 
15900 C.F.M. 

1—Connorsville rotary blower 22 x 66 45 cu. ft. 
per revolution 9000 CFM. 

Maxon-Premix Blowers for Gas % to 1 HP. 

2—5 HP 20-0z. Spencer Turbine Blowers. 

2—2 HP 20-0z, Spencer Turbine Blowers. 

METAL MELTING EQUIPMENT 

5—1000# open flame brass melting furnaces, 
gas fired. 

1—Hausfeld 2000# aluminum capacity furnace, 
barrel type, open flame, oil fired. } 

New 32” to 41” dia. shell cupolas made to order. 

TUMBLING MILLS AND SAND BLAST } 

1—Pangborn Sand Blast Unit, including gen- 
erator tank, shot cleaner, bucket elevator. 
Suitable for use with room. 

MISCELLANEOUS 

1—Sullivan WG6 11 x 10 50 HP air compressor. 

1—Stoney crane type shakeout. 

1—Dings type M magnetic separator. 

1—NC-4 sand separator. 

1—NB-2 sand separator. 

1— #1 Demmler core blower. 

2—#16 Roto-clone units complete. 

1—36W wet type Roto-clone 3400 CFM, 

1—W wet type Roto-clone 13000 CFM. 

25 Tons steel flasks in sizes from 26 x 26 to 
60 x 60. 

4—Heavy Duty Flexible Shaft Grinders 2 HP. 

Complete stock of rebuilt mill and dust exhaust 
blowers. 

CLIFTON 
1023 W. SIXTH ST, 


MACHINERY COMPANY 
CINCINNATI 3, OHIO | 


FOR SALE 
2—HERMAN Rollover & Draw Molding Ma- 
chines, 40” x 60 
2—DAVENPORT Jolt Strippers #34AJS, 30” x 
48” 
2—JOHNSTON & JENNINGS Rollovers, 30” x 
48" 
4—Portable & stationary Jolt 
2—Annealing Furnaces, 
>—Large Core Ovens—1 
Wheelabrator, 48 x 


Squeezers. 


Rack Type. 

1—American 72”, Skip 
Loader, etc 

1—Beardsley & Piper 


junior tractor type 


Mobile Sand Slinger, 


1—Rotary Fired Sand Dryer, 25’ x 4”, oil 
fired 

1—Speed Muller #60-41, Skip Hoist and Sand 
Cooler 

6— Model S Screenerators 

15—Crane Worm Geared Ladles: 1 to 7} Tons 
cap 

5—Heavy duty Floor Grinders, 20 HP 

0—Tons Steel Flasks, all] sizes 


toller Conveyor, all sizes. 
Send for Listing. 

UNIVERSAL MACHINERY & EQUIPMENT CO. 
320 EAST BROAD STREET 
SHILLINGTON, PA. 
PHONES—READING 4-0146—3-0311 


R. B, HARRISON, MGR, FDRY, DIV, 
FOR SALE 
x 46” AMERICAN WHEELABRATOR 


UMBLAST CLEANING MACHINE. 
ALE PRICE INCLUDES SPARE PARTS, MA- 


HINE WAS BOUGHT IN FEBRUARY, 1949 
ND IS IN GOOD CONDITION. 
OR FURTHER INFORMATION WRITE OR 
ALL 

SLEEVE CASTINGS PLANT 

PERFECT CIRCLE CORP, 

RICHMOND, INDIANA 
FOR SALE 

Used Beardsley & Piper sardslinger. Prac- 


tically new condition. Details promptly upon 


request 
FRANK B, FOSTER, INC, 
2220 OLIVER BUILDING 
PITTSBURGH 22, PA. 
ABLE ADDRESS: “‘FOSTER PITTSBURGH” 


September 1952 


For Sale 


EQUIPMENT FOR SALE 
118” x 36” Hines Heavy Duty Pop-Off Flask 
with 6” Cope, 5” Drag, and 8 Aluminum 
Jackets. Have had 6 molds made in them. 
Same as new. 
6 10” x 20” Hines Pop-Off Flasks with 6” Drag, | 
5” Cope, and Cast Iron Jackets. Never used. 
Misc, Wood Flasks, Molding Machines, etc. 
THE TREATY CoO. 
GREENVILLE, OHIO 


FOR SALE | 
Used steel core paltes—good condition | 





705 — 12” x12” 
384 — 12”x 14” 
335 — 12” x 16” 
166 — 12” x 18” 
339 — 12”x 21” 
169 — 14” x 14” | 
34 — 18” x 18” 


Plates are 7,” and 4” thick. 
FARRELL-CHEEK STEEL COMPANY 


SANDUSKY, OHIO 





| Motors, 
| to 2500 HP 
| World headquarters for T.E.F.C. and explosion 


| doors, capacity 2100 lbs. aluminum to 9,000 Ibs, 


13-20 PARK ROW 


FOR SALE 
Generators, Transformers from 1 HP 


proof motors. 
World’s largest inventory. 


ELECTRIC EQUIPMENT CO, 
ROCHESTER, N. Y. 
FISHER MELTING FURNACE 


With crucible 18” diameter, gas fired, hood and | 


type metal, 200 CFM blower 220-440 V 60 C 

Wheelco Pyrometer, like new, used 30 days, 
SMALL MOTORS INC, 

2076 ELSTON AVE. CHICAGO 14, ILL, 


FOR SALE 
New 1952 unassembled Carl Mayer gas fired 
core baking oven. Complete with all accessories: 
6’ 0” wide 
0” deep 
0” high 
500° F. Maximum 
220 volt, 3 phase, 60 cycle controls 
Available due to change in job requirement 
BOX 230 
CLEVELAND 13, OHIO 


FOUNDRY 


FOR SALE 


Wheelabrator table #2 with 8-24” multitables 


omplete suction fans, motors, dust tube col- 
lector—$3750 

Royers sand mixers—$175. 

Sandblasting room 13’ x 7’ with McLoud 2000 
lb generator gravity feed, walk in $650.00. 


M, ELSTEIN 
141 MANGIN STREET NEW YORK 2, N, Y. 


SURPLUS EQUIPMENT AND SUPPLIES 


1 6” x 66” I.D. Tumbling Barrel $150.00 
1i—33” x 78” I.D. Tumbling Barrel 150.00 
1—24” x 48” I1.D. Tumbling Barrel 150.00 
2—Johnson & Jennings 10” Jolt-Squeeze 

Molding Machines (EACH) 100.00 
1—Gardner 4’ Surface Grinder with 30 

HP Motor ‘ ? 600.00 
1 +15 Clarage Fan and Mounting 100.00 
1—Whiting Ladle 4002 barrel 50.00 





inva Mullite Cupola Blocks 42 x 54 
Mineo Bond 

Lbs Core Wire 

STILLMAN FOUNDRY 


GRAND RAPIDS 4, MICH. 


300 S! 
>—Ton 


2, 000 


FOR SALE 






Riehle Testing machine, 80,0004 tensile and 
compres:sior 

Oil filters, Sperry, 18” x 18”, plate and frame 
closed delivery, 11 chambers 

Simpson sand mixers, #0, #1, 1 #92 

Miscellaneous: Screens, grinders, pulverizers, all 
types conveyors, tyler rotap screen, etc 
LOW PRICE QUICK DELIVERY 


CONSOLIDATED PRODUCTS CO., INC, 
NEW YORK 38, N. Y. 


TELEPHONE: BARCLAY 7-0600 


FOR SALE 


30—Sets Flasks, 17” x 19” Cope and Drag, 22%” 
Pin Centers. Bars in Cope and Drag 
50—Sets Round Flasks, 15” Dia., 4” Cope and 
Drag, 18” Pin Centers. Bars in Drag. 
100—Sets 18” Round Flasks, 4%” Cope with 


Bars, 5%” Drag with Bars, 244” Pin Cen- 
ters 
1—Baker-Perkins Mixer. 12 cu. ft. 
CHESANING PIPE COMPANY 
CHESANING, MICH, 


For Sale 


FOR SALE 
SAND BLAST EQUIPMENT 
Wheelabrators-Tumblast size 48 x 42 
Hurry, 3 more have been released for immediate 
sale priced 4 to $5000.00. 
Wheelabrator size 48 x 72 like new. 
Wheelabrator size 48 x 48 good condition, 
Wheelabrator 4 Ft. Table Blast w/tables $1750.00. 
Wheelabrator 27 x 36 Tumblast good condition— 
rubber belt $3000.00. 
Pangborn 1GF Air Tumble Bbl. 150# load cap. 
Pangborn ES-207 Blast Cleaning Cabinet used 
for strip steel or bar stock $1750.00. 
Pangborn’8 ft. table with 7 28” tables $4000.00. 
Sand Blast room 10 x 10, reasonable. 
Sand Blast Cabinets, pressure tanks, dust col- 
lectors and blowers. All sizes. 
Contact us for your sandblasting needs or any 
surplus sandblasting parts and equipment you 
have for sale. 
Will accept your small machines as trade in on 
any of the above equipment. 
DIAMOND SALES INC, 
5654 WEST JEFFERSON 
DETROIT 9, MICHIGAN 


FOR SALE 


2—Nicholis Jolt Squeeze Automatic Draw 
Molding Machines, never used since being com- 
pletely rebuilt by one of General Motors largest 
foundries. 
Size 14 x 30; Type ‘‘D’’; Draw 2-4-6. 
Two extra stripping frames and jolt tables. 
Will make 90 molds per hour. 
Price—$1,200.00 for lot. 
1—Hausfeld 1200 pound magnesium tilting melt- 
ing furnace, gas or oil, like new. Also 3—1200 
pound crucibles, 1 slightly used and 2 never 
have had heat taken off. Furnace and crucibles 
$1,000.00 lot. 
1—Lindberg aluminum or magnesium heat treat 
oven, type 487230 EH; Serial #3952; manufac- 
ture #1250; 75 KW, 230 volts, 3 phase. All 
new controls and instruments. Close temperature 
control. 
For further information contact: 
MR, J. T. COE 
AMERICAN MAGNESIUM CASTING CO, 
3866 ELIZABETH LAKE ROAD 
PONTIAC, MICHIGAN 


MACHINERY FOR 


2—Johnston & Jennings Jolt Pin Lift. Molding 
Machines, 30” x 36” table. 10” draw, AD- 
DRESS GOLD FOUNDRY & MACHINE 


SALE 





WORKS, 1618 SOUTH OSAGE ST., INDE- 
PENDENCE, MO. 
FLASKS 
Sterling Wheelbarrow Rolled Steel 
11 sets 46 x 50 6” cope, € arag 
9 ‘ x 44 6” cope, ¢€ drag 
12 x 48 6” cope, 8” drag 
12 ‘ x 48 6” cope, 8” drag 
Condition: like new Priced right 
JOLT-STRIP MACHINE, Herman mfg., 6000 
series 18 x 54 table 12” draw. Late model, 
exc. cond, $2,500.00 f.o0.b 


MATERIALS HANDLING CO, 
GROVE CINCINNATI 32, O. 


ALLIED 


4657 SPRING 


FOR SALE 


Used Stroman Model R, 6,000 Ibs. iron melting 
or duplexing furnace, gas fired. 400/3/60. Motors 
and controls for chain drive pouring and blowers 
for copper base alloys. Excellent 
AMPCO METAL INC., 





Recently used 
condition Address: 


1745 S. 38th ST., MILWAUKEE 46, WISCON- 
SIN 
FOR SALE 
TURBO BLOWERS WITH MOTORS 

CFM PRESS. MAKE CFM PRESS. MAKE 
4500 16 0z G.E 675 16 0z Spencer 
4000 32 0Z Spencer 660 20 0z \-B 
3500 40 02. Spencer 650 16 0z Spencer 
2800 1 oz. Spencer 500 100z,. No. Am 
2700 16 0z. No. Am 400 4.3 02 Spencer 
2700 16 Oz. Spencer 100 16 oz Spencer 
2500 7 oz Sturt. 340 20 oz A-B 
2200 16 0z No. Am, 320 12 oz Spencer 
2000 2% oz Spencer 225 16 0z Spencer 
2000 1 oz Spencer 180 15 oz Spencer 
1150 20 0z No. Am. 9100 7” SP Sturt. 
800 8 oz. No. Am, 1100 41%.” SP Bayley 


100 7” SP Spencer 


THE MOTOR REPAIR & MFG, CO. 


1552 HAMILTON AVE. 
CLEVELAND 14, OHIO 
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For Sale 





FOR SALE 


ROTOCLONE #36, wet type, 34,000 CFM 3 
inch T.P. Complete, with GE 100 hp T.E.F.C 
Motor. 
DYNAMIC PRECIPITATOR #24 (Dust Col 
lector), wet type, 13,084 CFM at 3.9 SP. Mfg 
Am, Air Filter Co., type W. Complete with 50 
hp Motor. 
BLOWER, Low Pressure, Cent. type for Ex- 
haust, Mfg. U. S. Air Cond., 36,000 CFM at 
%” SP. Complete with 15 hp T.E.F.C. Motor 
Above three units in excellent cond., can be 
purchased with or without motors 

ALLIED MATERIALS HANDLING CO. 
4657 SPRING GROVE CINCINNATI 32, OHIO 


FOR SALE 


1—International type PK Jolt Squeeze Pin Lift 
18” cylinder, 8” lift 

1—International] Plain Jolt—18” 

1—Champion Core Roll-over, 16” x 8”, 

1—1-ton Gear Ladle 

1—3 HP Stand Grinder 

1—2-ton Lo-Hed Hoist, 220 V., D.C. 


x 24” Table 
Portable 


RAY P. SCULLY 
SCULLY MACHINERY & EQUIPMENT CO. 
767 MILWAUKEE AVE. CHICAGO 22, ILL. 
PHONE: CANAL 6-0314 


FOR SALE—STACK MOLDING MACHINE 


1—International type JSK-7 jolt squeeze pin strip 
molding machine, Practically new and in ex- 
cellent condition, used less than three months. 
Also, 60 aluminum stack flasks for same, size 
is” &.26" x 3" 


VESTAL STOVE COMPANY 
SWEETWATER, TENNESSEE 


ARE YOU LOOKING FOR STEEL FOR A 
NEW BUILDING? 


We have available steel framework for a build- 
ing 60’ x 140’ long and 21'6” to the bottom 
cord of truss, Columns are mounted with 
brackets for crane way. Send for additional in- 
formation, if interested This material can be 
purchased without priority Addres:: BERGEN 
POINT BRASS FOUNDRY, INC AVENUE A 
AT SIXTH ST., BAYONNE, NEW JERSEY. 


EQUIPMENT FOR SALE 


2—O:sborn #601 jolt rollover pattern draw ma- 
chines 

1—Milwaukee #60-B jolt rollover pattern draw 
machine 

1—American wheelabrator tumblast 27 x 36 
without skip hoist 

1—American wheelabrator tumblast 36 x 42 with 


skip hoist. 








1—American A M sandcutter 
1—American A.A. sandcutter gasoline driven 
2—U. S. Johnson & Jennings #2 squeeze 
pinlift nes 
2—Tabor portable jolt squeeze pin lift machines 
All the above equipment is in good condition 
and prices to sell 
MARCH BROWNBACK CO, INC. 
POTTSTOWN, PA, 
FOR SALE 
1 Motive Speedslinger (Beardsley & Piper) 
Ramming capacity 2000# per minute; 2—20 
tanks 14’0” firs ur! We ig iad 
I 22” head Do” tip 4’°S1 
track gauge omplete with motor controls, 
etc 
Used le than 1 year, good conditior 


U.S. PIPE AND FOUNDRY COMPANY 
PURCHASING DEPT. 
BURLINGTON, N. d. 


FOR SALE 


1—Type FS347 Ingersoll Rand centrifugal motor 
blower rated at 4400 CFM at 1.25 pounds pres- 
sure with Genera] Electric air weight contr 

40 HP motor, 220-440 V—60 cycle. Perfect con- 
dition $2,000.00 f.o0.b. St. Louis, Missour Ad 
dress: CARONDELET FOUNDRY COMPANY 
ST. LOUIS 10, MISSOURI 


FOR SALE 








For Sale 


FOR SALE 


1—Clark Model 2015, 2000 lb. Gas Fork Lift 
Truck, 1948, rebuilt Jan. 1950. 


1-‘‘Truckman’’ gas warehouse towing tractor 
pulls 3000 Ib. loads. 

2—5000 lb. cap. Magcoa dock boards, weight 
150 lbs. ea. 1 64”w x 60"), 1 59”w x 60"). 
6—2000 lb. cap. Magcoa dock boards, weight 


40 Ibs. ea., 42”w x 36”). 


LUTHE HARDWARE 
1450 EAST AURORA AVE. 


DES MOINES 5, IOWA 


EQUIPMENT FOR SALE 





1—750# Electric Hoist seces @2te.00 
1—-Redford Core Blower & Accessories 175.00 
1— # 1902—-2’ Flask Rapper ....... 60.00 
1—10” Plain Squeezer ......... «« £00508 
1—1 Ton Runway and paving device 

with ladle . palate iaetats ‘ 900.00 
1—1 Ton Lo-Hed Hoist & Runway... 1250.00 
2——-29” dia. x 29” deep truck ladles... 150.00ea. 
1 + A-1 Blystone 3 Cubic Foot Mixer 195.00 
1 #7 Whiting Foundry Cupola.. . 1800.00 
1—1 Ton Whiting Cupola Charger... 1850.00 
1—-26” Standard Geared Crane Ladle 100.00 
1—Roller Bearing Truck for Crane 

Ladle aie : mo Brae ae ie , 50.00 
1—Trolley, Track, etc., for Foundry 

Crane . Sees eee : 1000.00 
1 Ton, 4 Wheel Trolley Hoist.... 275.00 
1—-Spencer Turba Compressor ... . 500.00 
1 #400-12 Moulders Bench . 35.00 
1 1, Ton, 4 Wheel Hoist.... = 275.00 
1—-Federal Core Jarring Machine. 75.00 
1—10” Plain Jar Squeezer........... 100.00 
41—5 Ton Sand Hoppers with Bucket 

Loader and Belt Conveyor Unloaders 500.00ea. 
1—Osborn Moulding Machine .. . 50.00 

Beardsley & Piper Sand Separator 100.00 
1—4 Ton Geared Ladle....... 225.00 


2—Tabor Column Jar Squeeze Machines 100.00ea. 
1—6 Ton Ladle 
Numerous Handles 40# to 300# 
capacity 
1—42x78 Herman 6000# Jolt Rollover 
Molding Machine No. 379 
1—24x42 Herman 750# Jolt Rollover 
Molding Machine No. 2040....... 1895.00 
1—24x42 Herman 750# Jolt Rollover 
Molding Machine No, 1233... 
1—30x48 Herman 1500# Jolt Rollover 
Molding Machine No. 1647. 
1—1% Ton Capacity Pouring Ladle 
4—One Ton Buggy Ladles. 
Other miscellaneous foundry equipment 
All items subject to prior sale, 
Prices F.O.B. York. 
A. B. FARQUHAR COMPANY 
YORK, PENNSYLVANIA 
PHONE 7801 


1500.00 


1257.00 


1775.00 


SANDCUTTER—FOR SALE 


excellent condition with extra 
725 write: 


$775.00—six ft 
new spare parts. Phone: 84725 or 
RAPIDS FOUNDRY & ENGINEERING INC. 
832 Ottawa Ave., N.W., GRAND RAPIDS 2, 


MICHIGAN 





WANTED 
Flask—Steel or Cast Iron 
10’ diameter 
12” cope 
2 10” drags 
3 8” drags 
2 Bottom plates 
1” thick in steel 
2” thick in cast iron 
CROWN NONFERROUS FOUNDRY INC. 
CONCORD AVE, 
CHESTER, PA. 


_ 





FOR SALE 
1—J & J #612 Moulding Machine rollover jolt 
pattern draw 10” draw, 24” x 30” table. 
1—J & J #815B Moulding Machine rollover jolt 
pattern draw 10” draw, 30” x 40” table. 
Price very attractive 
THE MecNALLY PITTSBURGH MFG, 
PITTSBURG, KANSAS 













CORP. 
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CLASSIFIED — 
ADVERTISING — 


For Sale 


SALE OR LEASE 

Small mfg. plant nonferrous foundry and ma- 
chine shop complete tooling etc. for Stearns 
Drum Faucets, saw sets, jointers, hand and 
air operated grease guns, numerous other hard- 
ware and automotive items. Sell or lease all or 
any part. Exceptional terms to right -party. 
Reason ill health. Located central New York. 
Address: G. M, POLHEMUS, MANLIUS, NEW 
YORK, 


YOUR CLASSIFIED ADVERTISEMENT IN 


FOUNDRY BRINGS RESULTS! 


IF YOU ARE SEEKING A CHANGE OF 


POSITION TO BETTER YOUR SITUATION 
AND ARE QUALIFIED FOR A BETTER JOB, 
FOUNDRY 


TELL THE 45,000 READERS OF 


ABOUT IT 


DON’T ‘“‘HIDE YOUR LIGHT UNDER A 


BUSHEL’’—THERE ARE TIMES WHEN A 
MAN SHOULD TALK ABOUT HIMSELF AND 
THERE ARE A LOT OF MEN QUALIFIED 
FOR BETTER POSITIONS WHO DO NOT 
KNOW HOW TO GO ABOUT IT OR WHERE 


TO SEEK HIGHER RESPONSIBILITIES 


YOUR CLASSIFIED ADVERTISEMENT IN 
FOUNDRY WILL BE WIDELY READ AND 
THE RESULTS MAY SURPRISE YOU! 

IT COSTS BUT LITTLE. WHY NOT RUN AN 


ADVERTISEMENT ABOUT YOURSELF IN 


TWO OR THREE ISSUES? 


WRITE 


FOUNDRY 


CLASSIFIED ADVERTISING DEPT. 


PENTON BLDG., CLEVELAND 13, OHIO 








FOUNDRY 


















































FOR SALE 


2—24” x 24’ Belt Conveyors, 5 H.P. 220/440V. 3ph. 60cy. 2—Milwaukee Jolt Squeeze Molding Machines. 


1—#405-79 Osborn Rollover and Pattern Draw Molding —Z1 Demmler Core Blower—New. 

Machine. 1—+#3 Demmler Core Blower—A-1 cond. 
1—#405 Osborn Rollover and Pattern Draw Molding 109—-+92 Osborn Core Blowers—A-1 cond. 

Machine. I1—Kane & Roach Wire Straightener, 31/16” to %2” 
1—Herman Rollover & Pattern Draw heavy duty 6000+ wire, 7/2 HP. 440 V. 

series Molding Machine 40” x 84” table. A-Icon- 1—3 H.P. double stand grinder, belt driven. 

ome 1—40 H.P. Pennsylvania Air Compressor. 


1—Herman Pitless type 40004 series Rollover & Pat- 2—3 H.P. Blowers for furnaces. 
tern Draw Molding Machine, 32” x 48” table. A-1 > 59 HP. Spencer Turbine Cupola Blowers 220/440V. 


cae condition. 3ph, 60cy. 16 oz. 
bee 1—International Type GS Jolt ram, Rollover & Pattern 1—20 H.P. North American Turbine Blower 220/440V. 
ee Draw Molding Machine, 28” x 36” table. 3ph. 60cy. 24 oz. 
ty. 7—2601-13 Osborn Jolt Rollover & Pattern Draw Mold- 1—American Wheelabrator 48” x 42”, Model 450, A-1 
—_ ing Machines. cond. 
. 6—+#2047-4 Osborn Jolt Rollover & Pattern Draw Mold- 4—International type JFL Jolt Ram, Foot lever lift 
ing Machines for Cylinder head core production. Molding Machines 3” lift. 600+ cap. 
12—#2048 Osborn Rollover Molding Machines for core 3—Tumbling Mills 30” x 60”. 
closing. 1—Eclipse Salt Bath Furnace, M-225, gas fired. 
1—22” x 32” Tabor Jolt Rollover Molding Machine. 2—500# Monarch Aluminum Hand Tilting Furnaces. 
2—30” x 40” Tabor Jolt Rollover Molding Machines. 1—Osborn +42 Rockover & Draw Machine. 
1—2#147 Osborn Rockover & Draw Machine for long 1—Revolving Core Conveyor Table (Bush-Lawrence) 
jobs. like new. 
2—+146 Osborn Rockover & Draw Machines. 1—Fin Cleaning Machine (Ireland) for cleaning fins on 
IN 4—+814-P Osborn Jolt Squeeze Strippers, 14” squeeze castings. 
cyl., 700% jolt cap. I1—Jones Worm Gear Reducer, Driving shaft 900 RPM, 
3—+2166 Spo Jolt Squeeze Pin Lift Molding Machines. Ratio 8 to 1 Mounted on C.I. base with 15 H.P. 
1—Type JDP International, Jolt Ram, Power Pin Lift Allis-Chalmers motor 3ph. 60cy. 440V. 1150 RPM. 
OF 1200# cap. 8” draw. Various sizes of steel flasks. 
1—Spo Rockover Draw Machine 12” stroke, 38” x 46” Various sizes of Hines Popoff Flasks and Jackets. 
ON table. 2—Micromax Instruments Leeds & Northrup Tempera- 
5—Champion Draw Power Pushoff Machines 10” draw, ture Control. 
OB 38” x 40” table. 2—Jeffrey Type 3 Vibrators for Shakeouts. 
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RE POSITION WANTED — Minimum advertisement set INCH RATES PER IN 
Vs . ae NC y. NS J NS N 
solid, 30 words or less, $3.00. Additional words 10c each. uS R SERTION 
Single Column One Three Six Twelve 
214” Wide Time Times Times Times 
IN ALL OTHERS—‘“Help Wanted’’—‘“For Sale’’—‘‘Wanted”’ Vinch ........ § 18.00 $ 16:50 $15.00 $§ 12.50 
_—‘Personals”—‘“Services”’, etc., minimum advertisement Zinches ....-- $2.50 30.00 27.50 25.00 
: : jeep Zinches ...... 46.50 43.00 39.50 36.00 
1D ~Ts) < 4 ~ > y > 
set solid, 30 words or less, $6.00. Additional words 20¢ finches ...... 60.00 55.50 51.00 46.50 
each. 5inches ...... 73.00 67.50 62.00 56.50 
6inches ...... 85.50 79.00 72.50 66.00 
: ’ ; ; 7Tinches ...... 97.50 90.00 82.50 75.00 
uN NOTE_—If replies are to be sent to a box number in care pH in a pee 
7 3 Sinches .....- 108:00 100.50 92.00 83.50 
- of FOUNDRY, add 6 words to your advertisement for 9inches ...... 120.00 110.50 101.00 91.50 
box number and address. 10 inches (1 col.) 130.50 120.00 109.50 99.00 
Half page ..... 195.00 180.00 165.00 150.00 
ane Full page ..... 330.00 300.00 270.00 240.00 
Any advertisement set in all capital letters, add 50% to 
e Remittance should accompany advertisement when 
the above rates. submitted—Cash Discount 2%, 10 days. 
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FOUNDRY MARKETING 
GUIDE 


Contains an Atlas sec- 
tion defining the con- 
centration of foundry 
capacity, production, 
and employment in 
96 marketing areas. 
Has State section de- 
voted to analysis of 
foundry capacity and 
employment in each 
of the United States and Provinces of 
Canada. Includes comprehensive list of 
Foundry Supply Houses and Agents. An 
outline Foundry Market Area map facili- 
tates user-analysis of own sales potentials. 


PENTON’S FOUNDRY 
DIRECTORY 


A geographical list- 
ing of all foun- 
dries giving names, 
addresses, metals 
melted, melting equip- 
ment used, and 
departments oper- 
ated. It lists every one 
of the more than 
5,000 foundries in the U.S.A. and Canada. 
Cost, $75.00. 





FOUNDRY DATA FILE 


“Sizing Up The 
Foundry Market” 
presents new facts 
about this market, 
its growth, its 
future and its 
coverage by 
FOUNDRY. Com- 
plete information 
on circulation, readership, editorial, and 
mechanical details. A must for every 
media file. 
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Please send me: 
Foundry Marketing Guide (free) 
| Penton Foundry List ($75) 
| Foundry Data File (free) 


Name 








Company 


Address. - 





ee _— State 
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WBE 
ECA 


A Penton Publication 
Penton Building 
Cleveland 13, Ohio 
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There’s something nice about birthdays. 


Say what we will about not counting ‘em after 
a while or wishing we could add a few when we’re 
very, very young and wanting to be a little older—a 
birthday is an accomplishment. 


As you are aware, having seen our front cover, 
FOUNDRY has lived sixty years of problems and op- 
portunity with this September issue. A few of the 
advertisements which appeared in the first issue are 
reproduced on this page—we have all come a long way. 


A third generation of editors and business staff 
now serves you as the publishers of FOUNDRY. Our 
plans for the future are spelled out in words which 
add up to saying, “you can’t stand still . . . keep on 
looking for ways to serve the industry better . . . re- 
membering that service begins with attention to the one 
person who now reads this column.” 

Happy birthday to YOU, too, and please tell us 


how we can serve you better. 
Cordially yours, 


FoAaf 


Business Manager 
August 28, 1952 FOUNDRY 
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Precision-Made Knight Plant Models 


Reduce Construction Costs... 
and Increase Foundry Efficiency! 


Precision-scaled Knight Models* have saved many times their own cost in reduced 
costs of foundry construction. And, equally important, these models are of tre- 
mendous value in improving quality control and reducing man-hours per ton. 
Knight Models enable Knight engineers and architects to work closely with the 
client’s staff to insure that all details of efficient foundry construction, operation, 
and production methods are accounted for in advance. This practical planning 
saves thousands of dollars on completed projects. 

Experienced Knight engineers have a broad background in every phase of 
foundry operation, gained in over 200 assignments in the U. S. A., Canada, and 
Europe. Knight services include: 


foundry layout e foundry design e construction management 
modernization e mechanization e materials handling e production and 
cost control e wage incentives e organization e management 


If you are interested in any or all of the many Knight services, call 
or write our Chicago or New York office for immediate attention. 


*Produced by Knight Models, Inc., an affiliate of Lester B. Knight & Associates, Inc. 


lester B. Knight & Associates, Inc. 
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Management, Industrial and cAichtlectural Engineers 

MEMBER OF THE ASSOCIATION OF CONSULTING MANAGEMENT ENGINEERS, INC. 
600 W. Jackson Blvd., Chicago 6 

Eastern Office—Lester B. Knight & Associates, 50 Church St., New York City 7 









MODERN SPEED AND SAFETY 
FROM CUPOLA SPOUT TO SPRUE HOLE... 


Engineering a co-ordinated system for the over-head 
RECEIVING . . . DISTRIBUTING and POURING of hot 
metal is highly specialized business: Much Foundry “‘Know- 
How” must go into the planning to move metals fast, yet 
SAFELY, too! Working together as a unit MODERN ladles 
... pouring devices ... trolleys... hoists and cranes deliver 
their top tonnages through a rigid, hard-working track. 

MODERN, rigid, I-beam, monorail sections — complete 
with switches and cross-overs — are bolted to roof trusses 
to meet the toughest of all service—FOUNDRY SERVICE! 

Further completing the effectiveness of MODERN, 
over-head, hot-metal handling systems are dependable crane 
locks to link-in the distributing monorail with pouring 
cranes. 

Shown here are three of these over-head crane and mono- 
rail combinations. Many more are covered in catalog 150. 


n ; i ni i - 
- Dia icakbhes tudbieasd ted You can use the coupon. Or, if you have an immediate, over 


pathdnes =< sn le doctgell te serve the most congested areas head, handling problem plan now to write it up for the 


mn ae ee a Ae Te aoa attention of a MODERN, layout engineer. There’s no charge 
served well for a quarter century. for this preliminary planning... 








MODERN EQUIPMENT COMPANY 
DEPT. 9, PORT WASHINGTON, WISCONSIN 


MAIL TO MY ATTENTION: 
Catalog #150 on cranes and monorail 
Catalog #147 on metal pouring systems ... 
Catalog #149, standard ladies 

Catalog #147-A, cupolas and chargers 


MORE INFORMATION ON FREE-LOAN OF MODERN, 
SOUND, COLOR, 16mm FILMS 











Two-up pouring from model “‘F’”’ 
Pouring Devices and covered ladies 
of 300 Ibs. capacity. The MODERN 
crane is an adjustable, double- 
beam type to serve a wide range 


of agrec-hole wreten, MODERN REPRESENTATIVES IN ALL PARTS OF THE 








wz 


x 


LIQUID PARTING 





BIR! SS re ie: Ohta 
Ss RSE Ie Ae Es Paces 
ete Same pa tet 


rit 








at 
oe ton 


pied “cea 








... has become a phenomenal “best-seller” because of its enthusiastic and 
wholehearted acceptance by foundrymen everywhere. 





Indeed, we are mighty proud of this product. If vou haven't tried it in 


your operations, we suggest you write us immediately for a working sample. 


This thin, transparent liquid can be sprayed, swabbed or brushed on pat- 
terns or matchplates to form a tough surface film that guarantees clean 
parting and smooth molds. 

It’s economical, too — 20 to 60 molds per application lowers costs and 
proves a little goes a long way! Call your Stevens representative today or 


write direct. 


“EVERYTHING FOR A FOUNDRY” 


TRADEMARK 


DETROIT 16, MICHIGAN 





Continuous Car Type Conveyor Showing 
Transfer of Cores to Core Oven. 


Sliding Belt Conveyor Handling 
Cores From Core Makers to Ovens. 











increases core room efficiency 


@ These run-around continuous car type core conveyors 
synchronize and co-ordinate core making operations. They 
bring orderliness and controlled production to the core 
making department. They avoid the interruptions and inter- 
ference of racks being brought in and taken out; the traffic 
of lift trucks; and other confusion. The conveyor passes along 
the core makers benches at proper height, so trays of cores 
can be loaded easily — carries the cores without jerking or 
bumping to the ovens—where they are removed. Core 
breakage is practically eliminated. Let us work with you in 
increasing your core room efficiency. 


DESIGNERS 


Increasing Productivity for People You Know 





